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« American Telephone and Telegraph has made available for licensing Patent 
2,559,878 (July 10, 1951), Zinc and Cadmium Passivating bath. 
« It was found that Navy communications receivers er tropical conditions 
should be given an organic finish in addition to being cadmium plated. 
« The Dow Chemical Com 's M sium Laboratories of » Michigan 

] recently made available Ye Sits purchase their study of "Silver Flating 
Process for nesium Alloys". 
° e NPA w make higher allotments of controlled materials in the third 
quarter of 1952. 
e« During March, 1952 primary production amounted to 913 short tons of 
chromic acids; over 110,000 short tons of rochloric acids; over 700,000 
short tons of soda ash; 8,590 short tons of sodium dichromate; 257,000 short 
tons of sodium hydroxide ;. and over 3,000,000 short tons oS. ul hurie 2 
- Our cobalt supply is expected to reach 21,000,000 
industrfal consumption reached an old-time high of 8,283,408 pounds in 1950. 
Available’ suppi tes. will be further conserved. Schedule 2 of Order M-80 was 
amended ‘to ‘bring compounds produced from ores, metal, concentrates, and re- 
finery residues: ‘under the definition of cobalt. 













































Control of tetals for non-essential uses will be eased, with the excep- 
tion oF copper. The “controls on lead are of minor nature. The supply and 
demand of bismuth, cadmium and. antimony seem to balance. “Tin ‘will be re-~ 


leased to: toy. ‘and jewelry makers. There is still a shortage of zinc. _ 

- ‘The allocation of blister c r has been transfered from the Defense 
Materials Procurement: Gatnisteetion to the NPA. All ee controls 
on antimony; bismuth, lead and cadmium were removed in of an 
amendment. to NPA Inventory Regulation No. 1. 

« Silver production in March, 1952 amounted to 3,512,052 fine ounces as 
compared with 3,374,928. fine ounces in February. 

« The supply of mercury is now considered adequate for civilian and mi- 


litary requirements. 
« Total recoverable lead taken from domestic mines during the month of 





March, 1952 amounted to 33,573 tons, 
« The following. lets are available in Washington: "Government Loans 


to Small Defense ts" from the Small Defense Plants Administration; "Ter~ 
mination of Contracts" and "Renegotiation Regulations" for $1.50 from the 
Superintendent of Documents, Government Printing Office; "Subcontracting for 
Defense” fron the Chamter of Commerce for 50 cents, 

« The NPA has revoked Bismuth Order M-);8; Cadmium Order M-19; Use of Lead 
Order M+38; Distribution of Lead Order u~76 and Antimony Order M-39. Order 
M-9. into which. all zinc controls were incorporated on March 7, 1952 was 
amended to remove controls of allocation and use of zinc. 
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Omments on the Recent Industrial 
Finishing Exposition 


The Industrial Finishing Exposition just held in Chicago was without doubt 





the finest one this industry has staged. It could be classified as an engineering 
show and attracted process engineers as well as platers, buffers and industrial 
coaters. We were quite impressed by the number of firms who put on working 
exhibits of an engineering nature such as the white brass installation in full 
operation under the auspices of the Chicago Institute of Electroplaters and 
assembled through the pooled efforts of thirteen firms. Another operating instal- 
lation featured bright silver plating, another electropolishing. We liked to see 
cleaners exhibited in tanks that operated instead of just drums as wae often the i! 


srarrsy 


case in past expositions. And one firm showed chemical blackening in operation, 





too. 


Trends within the industry toward cost saving improvements in processing 
sreeted the visitor in every aisle such as, for example, the large number of | 
barrel abrasive finishing firms represented and the particularly fine display of 
automatic and semi-automatic polishing and buffing equipment. Vacuum metal- 
lizing was shown to this group for the first time. Also for the first time to this 
group were on display two complete exhibits of paint spraying equipment and 
another firm showed an improved electrostatic painting process in operation. 
Unfortunately organic coating materials were represented by only one firm. 


We were pleased to note that the number of booths providing only a backdrop 
and entertainment were relatively few in number. 


Among interesting materials and devices shown for the first time to this 
group were: a device for measuring the current density in any part of a unit, 
ribless one piece portable plating barrels of Lucite (numerous exhibits), poly- 
ester vinyl resin (fibre glass) tanks, pipes and ducts, periodic reverse current 
plating equipment, an alkali method of removing rust, liquid buffing composi- 
tions and both waste disposal and water treatment equipment. 


Among the Society branch exhibits we were impressed by the jet engine in 
the Hartford exhibit showing the interest of large companies in the finishing | 
exposition. 


Also of interest was a demonstration of anodizing put on by some girls of 
the Immaculate High School of Chicago and a fine collection of early books on 
finishing and foreign periodicals assembled by George B. Hogaboom. 


From what we observed from our booth and from what we heard, we were 
impressed by the attendance and the way things were run, and extend our praise 
to the management for putting on a really good engineering show which was a 
real credit to this industry. 


| 
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Patent Law in the Metal Finishing Industry 


By Albert Woodruff Gray 


HE design of the Patent Law, said the Supreme 

Court of the United States over half a century ago, 
is to reward those who make some substantial discov- 
ery or invention which adds to our knowledge and 
makes a step in advance in the useful arts. Such in- 
ventors are worthy of all favor. It was never the object 
of those laws to grant a monopoly for every trifling 
device, every shadow of a shade of an idea, which 
skilled 
operator in the ordinary progress of manufactures. 

\n invention that sanctions the protection of this 
law must not only be no mere shadow of the shade of 


would naturally occur to any mechanic or 


an idea, it must be a substantial discovery and essen- 
tially different from any preceding it. An application 
was filed for a patent on a process for coating machine 
elements with spring steel, furnishing a hard smooth 
surface. A lathe tool was so set that V-shaped grooves 
were cut in the surfaces of the metal, leaving the pores 
of the metal open and rough, thus creating a surface 
to which molten metal would adhere when applied with 
a spray. 

The patentee claimed this process had been  in- 
fringed by a competitor and sued for an injunction. 
The defense was that the process was not an inven- 
tion and that the patent, as a consequence, was invalid. 

“It is common knowledge among machinists that 
the lathe cutting tool may be so used that it will not 
cut smoothly but leave the metal broken and rough,” 
said the Federal Appellate Court holding that here 
there was no invention and hence, no infringement. 
“We think it was not an invention to apply such 
knowledge to the art of uniting metals. Not every im- 
provement is an invention entitled to the protection of 
the Patent Law. To jusify such protection it must be 
the product of the inventive faculties and involve more 
than what is obvious to those who are skilled in the 
art to which it relates.” 

The orginality demanded by the law for the issuance 
of a patent is not gained merely through the merchan- 
dising success of an idea or process. An application 
was filed for a patent on a method of pickling metal, 
the “bright polishing of stainless steel,” by means of 
sulphuric acid and tartaric acid. A similar process had 
been patented a short time before “relating to the fin- 
ishing of stainless iron and steel products, such as 
wire, rods, blades, sheets, strip, round, bars and the 
like,” 


of the tartaric acid specified in this later application. 


in which was employed citric acid in the place 


Seeking to avoid the obstruction of this prior inven- 
tion that would deprive the applicant of his claim to 


originality for this process, he asserted that by t/ 
prior citric acid process none of the metal surfaces 
were acceptable in the trade as those produced by this 


later process. 


“Assuming that by experiments carried out with th 
use of materials within the percentage ranges defined 
in the application and within the time units and under 
the temperature degrees defined therein, a product re- 
sulted which might be more acceptable to the trade, it 
does not follow from this,” said the Federal Court in 
denying this patent application, “that what appellants 


did amounted to invention.” 


Patent Law Does Not Demand Genius 


The Patent Law provides that any one who has in- 
vented or discovered “any new and useful art, ma 
chine manufacture and composition of matter,” is en- 
titled to an exclusive right to make, use and vend the 
invention for seventeen years. The invention need not 
necessarily be revolutionary but it must be more than 
the shadow of the shade of an idea. 

“While the law grants its monopoly only to those 
whose originality is out of the common,” said the Fed- 
eral Appellate Court in its decision of a case sustaining 
the patent of a chromium plating process, “it does not 
demand genius. We cannot safely say in retrospect that 
that was simple which skilled and ingenious experi: 
menters did not contrive.” 

Here suit had been brought against the Interna- 
tional Silver Company, of Meriden, Connecticut, by 
United Chromium, Inc., to which had been assigned 
the patents of such a process issued in 1926 to Colin 
G. Fink. 

The International Silver Company had equipped 
their plant with a chromium plating outfit and this 
suit for infringement had been instituced shortly after- 
wards. 

The court, in issuing an injunction against the Inte: 
national Silver Company’s use of the Fink patent, said 
of the process that, notwithstanding all the experi 
ments made by many highly trained scientists ove! 
nearly half a century, no satisfactory process of chr 
mium plating had been found prior to the discover 
by this inventor. Today chromium plating is commo: 
place but, prior to its discovery in 1925, there was 1 
practical commercial process of chromium plating. 

“There are many inventions,” said the court, “whi 
seem to have been gathered, as it were, from the sera 
heaps of human effort. They appear to observers as th 
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ults of accident, rather than intelligent design. But 
vere men, doubtless well equipped for a particular 
«rt of work, have hoped and investigated and even 
phesied as to what could be done but never did it. 
d other men, similarly equipped, have by intensive 
idy and skilfull experiment succeeded, such success 
mmands and should receive a greater meed of intel- 


ctual appreciation than is accorded even to the clever- 
ess of picking up and utilizing an unconsidered or 
liscarded trifle.” 


“When. to the scientific triumph of succeeding 
where other scientists have failed, is added the develop- 
nent of a new branch of industry, the word “pioneer” 
may well be accorded to the patent which describes and 
defines. even though lamely, the essentials of such 
success.” 

The close scrutiny to which the objection of a prior 
discovery is subjected by the courts in the granting of 
a patent application appeared a few years ago when 
the Board of Patent Appeals rejected a patent applica- 
tion for producing a hardened, scale free surface for 
carbon containing steel. 

In this process the steel is placed in an open furnace 
so that it may be quickly removed at the proper time 
and disassociated activated ammonia gas is led to the 
furnace so that the disassociated constituents blanket 
the steel and expel the air from the furnace. The fur- 
nace and steel are heated to a temperature above the 
critical transformation point of the steel, the steel is 
removed rapidly from the furnace and then rapidly 
cooled. 

This application was refused in the first instance on 
the ground of a prior patent. The Court of Customs 
and Appeals, reversing that decision, said in granting 
the patent that this earlier process did not teach the 
steps of the process involved for producing hardened 
scale-free steel by treating hardenable carbon-contain- 
ing steel nor how such a desirable end could be ob- 
tained. Furthermore the prior patents fail to suggest 
using in this process the step of heating the metal 
above critical temperature and rapidly removing it for 
rapid cooling. 

“Very slight changes in the process sometimes make 
a very great difference in the quality of the resultant 
product and we are constrained to believe that the 
applicant has improved upon this prior patent in pat- 
entable novelty and usefulness and that he is entitled 


lo patent protection.” 


Protection Offered Chemical Processes 


The manner in which chemicals are employed in 
metal finishing processes is protected by the Patent 
Law to the same extent and in the same manner as 
are heat processes in the production of hardened scale- 
lree surfaces of carbon steel. 

\ rustproofing company in 1933 secured a patent 
na method of rust proofing. Before that time this 
cating method for iron and steel employed a solution 
f zinc phosphate, the Coslett solution, which had been 
vatented in L911. Under this Coslett process a phos- 
‘hate coat was deposited on iron or steel in approxi- 
lately one minute. The solution however, was not 
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stable and the process required the frequent prepara- 
tion of new solution. 

In 1931 the American Paint Company was issued a 
patent for a solution produced by supplementing the 
Coslett solution with sodium nitrite. Another patent 
granted the Parker Rust-Proof Company covered an 
invention produced in the laboratory of the Metal 
Finishing Research Corporation, which described that 
rust proofing process. 

“The method of expediting the rust-proofing of fer- 
rous surfaces by a solution containing acid phosphate 
as the major portion of its coating chemicals. which 
consists in oxidizing hydrogen as it is released in the 
coating operation at said surface, by use in the solu- 
tion of a nitrate of the group of metals consisting of 
alkali metals and alkaline earth metals.” 

“It is the theory of this patent that the rust proofing 
is attained because of the oxidation of the atomic hy- 
drogen which accumulates on the surface of the work 
and which prevents or retards the coating action of the 
solution. 

“By inducing into the bath the oxidizing agent de- 
scribed in the patent, according to these inventors. this 
hydrogen will be quickly oxidized and more hydrogen 
ions will be available to attack the surface of the article 
and dissolve the iron more rapidly and thereby ex- 
pediting the coating action of the solution. 

“If the hydrogen on the surface of the metal is not 
oxidized the atomic hydrogen will combine to form 
molecular hydrogen, which in turn will form bubbles 
and will escape from the surface of the work into the 
atmosphere.” 

The American Paint Company sued. claiming that 
this Parker Rust-Proof Company's process was an in- 
fringement of the Coslett process. The latter company 
asserted on the other hand that the use of the ingred- 
ients of this solution by its competitor was an infringe- 
ment of the Parker process. 

The Federal Court held here that. irrespective of 
theories. the use of the same materials in the same 
manner for the same results was an invasion of the 
rights of the inventor and an infringement of the 
patent. 

“The materials used by the American Chemical Paint 
Company in its solutions are the same as the material 
described in the Parker company’s patent.” said the 
court in granting an injunction against a further in- 
fringement. “They are used in the same manner. The 
results produced by their use are the same. This con- 
stitutes an infringement. The most that can be said for 
the infringer is that it claims that the reason given by 
the patentees for the success of their invention is not 


the correct reason.” 
Limitations Imposed on Patentees 


(nother limitation to the restrictions imposed on 
patentees is outlined by the Federal Circuit Court of 
\ppeals in a decision involving an effort of the Amer- 
ican Chemical Paint Company to secure an injunction 
against the use of one of at least 678 different types 
of thiourea in sulphuric acid pickling baths for the 
removal of scale from iron and steel caused by the 
exposure of the hot metal to the air, claiming an ex- 
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clusive right to the use of these ingredients in any 
manner. 

“It is elemental.” said the court, “that the patent 
monopoly may not be extended beyond the disclosure 
of the claims made in the patent application. I suppose 
the discovery that a known chemical will operate in a 
known process to accomplish any useful result may be 
the subject of patent but. to extend the legal effect of 
the discovery to include all and any substitution prod- 
ucts of such chemical without disclosures of their char- 
acter and the manner of their use, would be to grant 
more than the patentee is entitled. 

“The addition of thiourea in a definite quantity to 
the acid pickling bath may have resulted in a new and 
effective process for minimizing metal dissolution: but 
extending the claims to cover all thiourea substitution 
products goes beyond the field of discovery and inven- 
tion which may be protected by patent from the public. 
Discovery without clear and precise disclosure cannot 
receive the rewards of patent monopoly.” 

In a recent case before one of the Federal Courts the 
judge. in his opinion, observed that the application of 
the Patent Law and of the present anti-trust laws was 
an example of the meeting of an irresistable force and 
an immovable object. The monopoly granted an in- 
ventor under the Patent Law has restrictions that are 
closely watched by both legislatures and courts. 

“It is well settled.” said a Federal court, “that the 
limited monopoly granted by a patent to make, use 
and vend an article may not be expanded by limita- 
tions as to materials and supplies necessary to the 
operation of it. That which the Patent Law does not 
authorize the anti-trust statutes specifically forbid.” 

In the action in which this comment was made a 
varnish company owned and controlled the patents for 
a process of applying to metal a graining simulating 
the color and apearance of natural wood grains, which 
included a process for the production of graining 
plates. 

The method of the company was to license the use 
of these patented graining plates under an agreement 
that the licensee purchase the materials used in this 
graining process exclusively from this patentee. Here 
the legitimate field of patent monopoly had ended and 
the phases of monopoly fostered at times by the Patent 
Laws and condemned by the anti-trust statutes ap- 
peared. 

\sserting these contract provisions to be illegal and 
unenforceable, the court said of this method that such 
patents grant the company a limited monopoly, lim- 
ited as to time and as to the articles or processes pre- 
cisely covered by the claims. Within such limitations 
its monopoly is exclusive and complete there is no 
unoccupied area. This company seeks by contract to 
extend within that restricted field the monopoly of the 
patent to supplies not covered by the patent. The rec- 
ord shows it to have been wholly successful. Competi- 
tors may not negotiate with its licensees on equal trad- 
ing bases —- they are wholly and completely shut out. 

Yet on the other hand the legal use of patents for the 
protection of trade is clearly outlined in the decision 
of an action brought by the Federal Government for 


an injunction against the restrictions imposed by 
Parker Rust-Proof Company limiting its licensee 
the use of patented processes to specific territory. 


Rulings on Licenses 


To be fair with the various jobbers with whom 
company was conducting its business, it had been 
custom not to license more jobbers than could be : 
sonably successful in any specific area with the am: 
of work that would be available to them. Further 
would be impossible to induce prospective jobbers 
this process to equip plants for that work except un 
an agreement not to license other jobbers in their | 
ticular territory. To this the Federal Government 
jected. contending that such restrictions were viola- 
tions of the statutes against monopolies. 

Defining the boundary between the legal and illegal 
use of licensing agreements of this character the Fed- 
eral District Court, holding agreements of this char- 
acter legal, said, 

“The anti-trust laws were not enacted for the pur- 
pose of forcing every type of business enterprise into 
a common mould. The inventor is protected by the 
Patent Laws in his exclusive right to the products of 
his skill and energy. By affording this protection to 
the owner of the invention, Patent Laws make it pos- 
sible for the patentee to practice the teaching of the 
patent without the danger of having those less worthy 
deprive him of the benefits of his toil and ingenuity. 

The anti-trust laws were enacted to prevent competi- 
tors from contracting or combining in such a way as 
to put artificial handicaps in the way of intelligent 
and energetic competitors, who would thus be deprived 
of the opportunity to serve the public interest. 

The owner of a patent has the right to fix royalties: 
to prescribe sales prices: to limit the quantity of arti- 
cles or the percentage of the whole output which the 
licensee may manufacture, use or sell: to limit the ter- 
ritory in which the licensee may operate under a pat- 
ent; to prescribe the purpose or the field for which the 
licensee can utilize the invention: to determine the 
number of licensees and to select at his discretion those 
to whom the licenses shall be issued. 

He may enter into any kind of a contract to protect 
these rights so long as he does not attach a condition 
to the contract which will have the effect of enlarging 
his monopoly beyond that covered by the patent. In 
the absence of any purpose to create a monopoly, th 
anti-trust laws do not restrict the long recognized right 
of the manufacturer freely to exercise his own inde- 
pendent discretion as to the parties with whom he wil! 
deal and to announce in advance the circumstances 
under which he will refuse to deal.” 
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h Metal Cleaning Test Using 
| Radioactive Stearic Acid as Soil 


By J. W. Hensley, H. A. Skinner, and H. R. Suter, Wyandotte Chemicals Corporation, Wyandotte, Michigan 





] . . . . . 
al A metal cleaning test method using radioactive stearic 
d- acid as a soil is deseribed. Procedures are given for pro- 
ducing a uniform, reproducible, abraded surface on steel 


some difficulties involved that have perhaps retarded 
progress in this field. Aside from certain complications 





iT ; : > in any work with radioactive materials. perhaps the 
test pieces, and for applying very thin, uniform and dt 
highly reproducible films of tagged stearic acid to the main problem has been the difficulty involved in pre- 
le surface of metal test discs. Descriptions are given of paring a suitable tagged soil. The soil most commonly 
to special apparatus used in preparation and coating of used in metal cleaning tests has been mineral oil. of 
he metal sais — P . one type or another. alone or combined with othe 
f Cleaning test data are given showing the removal from ' z a d tirel lid t f 
. e e . . . c Tle . or x oO Be ; r < ( ag 
si steel of the stearic acid soil by single-component alkali 7 a j = - er to provide an entirely vali tee 
to solutions, with variation in cleaning time and solution mineral oil, it is necessary to have hydrocarbon mole- 
S- coneentration, and by one organic detergent solution, cules. very similar to those naturally present in oil. 
he with variation in cleaning time. Distinct differences were synthesized with radioactive carbon. The heavier 
found in the rate of soil removal and the amount of ee . Sas 
1 . P . . . tagged hydrocarbons. suitable for use in metal-clean- 
residual soil left by the different cleaning solutions when ; 7 | ‘labl f Of t 
used for still cleaning at 90°C. With each cleaning solu- ng _ - have not been available so far. t * various 
ie tion, the residual soil on a test piece tended to reach an organic compounds that have been synthesized with 
" equilibrium value after a certain period of cleaning, and radiocarbon. some are soluble in mineral oil and can 
at did not decrease further with increased cleaning times. be used for producing a tagged soil which may provide 
With a particular alkali solution, variation of the con- 


; 2 useful cleaning data. However. if the chemical and 
d centration over the range 0.1-1.0% Na.O had little effect © 


on cleaning results (2 min. immersion at 90°C.), but 
increasing the concentration about 1.0% Na.O caused a 
very pronounced decrease in cleaning efficiency. 


physical properties of the added radioactive material 
are not the same as those of the oil there is always a 
possibility that the radioactive material behaves differ- 


1€ \ metal cleaning research, tests employing soils ently than the oil during the cleaning process. and this 
g . test: ying : 


r- tagged with radioactive tracers offer some decided 
t- and unique advantages over the more usual proce- 
1e dures. The most apparent advantage is the extreme 
1e sensitivity that the tracer method provides. /. C. Harris 
e and co-workers! have shown that the radiotracer 
method gives many times the sensitivity of such tests 
ot as waterbreak, fluorescence. and plating trials. even 
when the radioactive material is diluted 100 to 1 with 
inactive material. In addition to the sensitivity in detee- 
tion, the method affords rapid, quantitative measure- 
ments of minute amounts of soil. Further, when a 
mixed soil is used, the removal of individual compo- 
nents can be studied by using several different tags. 
\nother real advantage of the tracer method is that 
pictures showing the distribution of soil on test pieces 
can be obtained by the radioautographic technique. 

It would seem that radioactive tracers should pro- 
ide a more versatile approach to the study of metal 
leaning problems than any other soil-detection tech- 
ique that has been available. There are. however. 








Presented at the A.S.T.M. Committee D-12 Meeting, March 
20th, 1951, in New York City, Hotel Park Sheraton. This 
per, together with others on the subject, has been included 
a book entitled “Papers on Evaluation of Soaps and Deter- 


nts,” published by the American Society For Testing Mate 
] 
! 





sas “Special Technical Publication No. 115” and can be 


Figure 1. Polishing machine for surface preparation of metal test 
cured from the Society at $1.50 per copy. pieces. 


~~ 
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factor may complicate the evaluation of results. Some 
shortcomings of materials that have been used to tag 
mineral oil soils are discussed by J. C. Harris and co- 
workers.” 


In view of the lack. at the time, of an entirely valid 
tag for mineral oil soil. we decided to begin our study 
of radiotracer metal cleaning tests with a different type 
of soil. Since radioactive stearic acid, tagged with car- 
bon 14. was found to be readily available, we decided 
to employ that material as a soil in the initial studies. 
Stearic acid, usually in combination with other fatty 
acids and glycerides, is a common constituent in com- 
pounds used for commercial polishing and buffing of 
metals. The usefulness of the fatty acids in metal work- 
ing operations apparently is due to their tendency to 
react with or adsorb on metal and metal oxide surfaces, 
but this tendency also makes for more difficult removal 
after their function is fulfilled. 


Various investigators have used metal soiling com- 
positions containing fatty acids in combination with 
mineral oil, but relatively little has been done with 
fatty acid alone as a soil. and relatively little is known 
about the relative importance of mechanisms involved 
in the removal of fatty acid films from metal surfaces. 
Twyning and Baker® studied rates of saponification of 
fats and fatty acids, but these materials were not used 
as soils. as no soliid surface was involved. Hazel and 
Stericker* studied the removal of relatively heavy coat- 
ings of stearic acid from glass and metal surfaces. and 
some of their results will be mentioned later in con- 
nection with our data. 


This investigation with stearic acid soil has been 
limited so far to steel test pieces. still cleaning at a 
single temperature, and single-component cleaner solu- 
tions. We of course are not presenting this metal clean- 


ing test employing tagged stearic acid as a fully devel- 
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Figure 2. Polishing machine with weight and abrasive disc assem- 
bly removed. 


oped performance test suitable for use in pra 
evaluation of metal cleaners. Obviously, many fa 
are involved in the satisfactory performance 
cleaner other than its ability to remove thin steari: 


films from steel. Actually. we hope to carry out a { 
comprehensive study of the various factors involy, 
metal cleaning processes, using various tagged 
rials representative of the soils encountered, using 
tagged materials alone. and in combination with 
soil components. The present paper is in the nature of 
a progress report on our initial approach to the p 
lem, and in it we cover certain test procedures 
developed to date. and present a limited amount 
data of a preliminary nature illustrating the results 
that have been obtained. 


Outline of Procedure 

The steel test pieces, consisting of 11% in. diameter 
dises punched from cold-rolled strip, S.A.E. type 1010. 
were given a preliminary cleaning with chlorinated 
solvent and wiped with filter paper. One side of a dis: 
was polished with abrasive and water, either by hand- 
polishing procedure or with a polishing machine. as 
explained below. After polishing. the disc was rinsed 
and brushed under running water to remove loose 
abrasive grains and dried by blotting with filter paper. 
The polished side of the disc was soiled with 34 micro- 
grams of stearic acid by applying it in solution by 
means of a special apparatus which spread the solution 
in a thin, uniform film. The solvent was evaporated 
with moderate heating to leave an invisible film of 
stearic acid. The initial activity of the disc was meas- 
ured with Geiger counting equipment. The test piece 
was then still cleaned under standardized conditions at 
90°C.. rinsed by a standard dipping procedure in two 
portions of distilled water at room temperature. al- 
lowed to drain and dry. and counted again to deter- 
mine the residual soil. 


Surface Preparation of Steel Test Pieces 

In perhaps the majority of metal cleaning test pro- 
cedures that have been reported, the standard soil has 
been applied to the original surface of test panels after 
some degree of preliminary cleaning with solvent. alka- 
line cleaner, or detergent solution. This is perhaps jus- 
tified for practical comparisons of cleaners. but when 
a reproducible, standardized test is desired. it seems 
essential that the original surface of the metal be re- 
moved, in order to avoid the effects due to variations in 
original surface, soil trapped in the worked surface. 
and residual soft films that might not be removed by 
simple cleaning procedures. Some form of abrading 
action seems to be the most suitable way to obtain a 
“clean” and reproducible surface for application of the 
soil. 

In this work. two different “standard” polishing 
procedures have been used in preparing the steel discs 
for tests. In the first procedure adopted, the discs wer 
polished by hand: in the second procedure they w« 
polished with a special machine constructed for | 
purpose. In later sections, the polishing procedure « 
ployed is specified in connection with the data. T 
unfortunate necessity for a change in the polishing p! 
cedure became apparent when it was discovered t! 


METAL FINISHING, July, 


and polishing method that had been adopted was 
not adequate to insure reproducible results when there 
much variation in the surface finish of the steel. 


i \ 
d |, d polishing gave reproducible results with the first 
| B85 | 
ly ro! of steel used for discs as it had a smooth and uni- 


surface. When it became necessary to start on a 
sec ond roll of steel, which had a rougher surface, it was 


h found that cleaning results could not be reproduced, 
er and microscopic examination showed that the original 
if surface of the steel was not being removed. Rather than 
b- search for more steel that would give the same results 
is as the first roll. it seemed preferable in the long run to 
of develop a mechanical polishing method that would give 
ilts a reproducible finish even though not giving results 


directly comparable with the previous data. 


[he hand polishing procedure was a simple one, 
making use of a silica flour-water paste and a flat 
\ylon brush. The steel disc. after preliminary cleaning 
il with solvent. was cemented to a suitable support, and 
brushed with a straight-line motion while being rotated 











Isc 
slowly. The brushing was continued for about two ; 
id- Rise : P lic ; “ : -aas Figure 3. Photomicrograph showing surface produced on steel by 
i minutes with periodic rinsing and renewal of the silica machine polishing with No. 220 silicon carbide-coated disc. 
= flour-water mixture. The disc was then brushed under 
ae running water to remove abrasive grains, rinsed in the abrasive breaks down rapidly with the relatively 
er. distilled water, and dried by blotting with filter paper. heavy pressure used (found desirable for uniform 
, . ae . action) two abrasive discs were used in preparing each C. 
es For mechanical polishing of the test discs, a ma- ; pee eae hrs. dpa tale , 
by . . . test disc. A test piece was polished for 50 rotations with " 
chine was desired that would produce a uniform action : ; ; : : 
te s 2s * nae the first abrasive disc. and then. with a fresh abrasive 
over the surface, with polishing marks running in all . , " 
- pe ‘ dise. for 10 rotations. The abrasive disc was driven at P 
directions. as this type surface seemed to provide for : na ‘ 
ol ; ae 120 rmp. with the 6 lb. weight. Distilled water was 
better spreading of the soil than when polishing marks ; . 
as : : : . : rr applied to the abrasive by means of an atomizer. After 
ran in only one direction. For this type of polishing apg cag. 
sa ; alas ci wT mene polishing. the test dise was brushed under running 
action, it appeared that the abrasion principle used in f é : 
at ee , ; : water to remove any loose abrasive grains. rinsed with 
the Schiefer type abrader might be suitable. In this nai ee ea 
iis eh ae distilled water and dried by blotting with filter paper. 
machine, a small disc is rotated against a large abrader i 
1. : : ‘ ' ne The nature of the abraded surface produced by this 
| dise. which also rotates in the same direction. The two lich; +. el by t ETE: 
, ar olishing procedure is shown by the photomicrograph 
r- dises are off-center sufficiently so that the edge of the | FE; 5 P eral 
‘ in Figure 3. 
small dise does not overlap the center of the abrader © 
disc. Schiefer® has shown mathematically that when the Application of Stearic Acid Soil 
two dises rotate at the same angular velocity, uniform ™ = 
- abrasion will be produced over the surface of the ae carbon l4-tagged stearic acid used as soil in 
- smaller disc. In practice, a slight difference in the speed this work was specified by the producer* as being of 
. 99° nea et POP 
er of rotation of the two discs produced better results by rie purity or better. and containing | milli urie of 
a- compensating for variations in the abrading surface. activity in Lal - of the acid. It was decided to use 
s- the material without diluting with additional inactive 
n The polishing machine constructed on this principle stearic acid, in order to retain the maximum sensitiv- 
is is shown in Figure 1, as assembled for operation. The ity. This involved the use of a very small amount of 
e- machine is shown in Figure 2 with the abrasive disc soil per test piece in order to have the initial activity 
in assembly removed from the longer shaft. The test disc of the disc in a range suitable for measurement with 
mf io be polished is held in place on the support (shown Geiger counting equipment. This is not essential. of 
" in place on the shorter shaft) by a thin rim, cut from course, but for this initial work it was decided to use 
2 the same stock as the test disc, and prevented from a very thin film of soil that could be measured accur- 
: turning by being keyed to the rim. The disc support ately under the same counting conditions as used in 
i" ind the abrasive disc assembly are driven through measuring the final residual soil. Thus. the soiling 
flexible coupling arrangements which permit uniform problem consisted of finding a way to apply a very 
contact between the two at all times without rigid small, known amount of stearic acid in a uniform 
g ilignment of the parts. The abrasive is pressed against film under highly reproducible conditions. 
Ne) t} >» tes ice r ae > ‘ 110 ‘ > ‘ ‘ ae . e . - 
| 6 . disc _ ae . salen - and roller a \fter considerable experimentation with various 
= that rides on the abrasive disc assembly directly methods of soil application. the apparatus shown in 
bove the disc being polished, as shown in Figure 1. Figure 4 was constructed. By means of this machine, 
he lead weight shown is 6 Ib., giving an effective pres- a measured volume of stearic acid solution of known 
ire on the test dise of about 7.7 lbs. concentration is applied in a reproducible manner to 
In these tests (where mechanical polishing is speci- eee 
- P ° - = a wail » radioactive stearic aci as “chase Pr oo 
ed) polishing was done with No. 220 “Wetordry The radioactive tearic ac id wa: purchased from the Texas 
\ . : : ag Research Foundation, Renner, Texas, under allocation by the 
icon carbide coated abrasive discs used wet. Since CE. Si Madea: Wisnies Coueieiedine 
52 
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Figure 4. Soil spreading apparatus in operation, showing stearic 
acid solution partially spread. 


one surface of the test disc. It operates by traversing a 
micropipette containing the solution from the center 
of the disc to the edge while the dise rotates. By proper 
adjustment of the pipette bore, the volume of solution, 
the rate of traverse. and the speed of rotation, the solu- 
tion can be made to flow onto the metal in a continuous 
and uniform film. All of the solution is drawn out of 
the pipette. and a fixed area is covered. The solvent 
used must tend to spread on the metal, and for this 
purpose, a highly purified kerosene* has been found 
to be very satisfactory. Thin films of the kerosene 
applied alone have been found to evaporate cleanly, 
leaving no waterbreak. 


In Figure 4, the coating apparatus is shown in opera- 
tion, with the pipette traversing across the disc, and 
the solution partially spread. The disc being coated is 
mounted on a turntable which rotates at 50 rpm. The 
micropipette is attached by a clip arrangement to a 
T-shaped support. which is pivoted on ball bearings 
so that the tip of the pipette rests lightly on the surface 


*Kerosene distilled, higher boiling fractions discarded. Treat- 
ed with concentrated sulfuric acid until free of sulfonatables. 


ASTM Method D86-46. 


Boiling point range, 186-241°C., by 


of the dise and follows any irregularities in th. 
face. The tip of the pipette is ground to a spher. | 
shape and polished to prevent scratching. The 1 
port and pipette are mounted on an arm whic! js 
pivoted on ball bearings so as to move in a horiz«: (a| 
plane. This arm is traversed by a lever and cam 
signed to move the pipette at a constant distance {or 
each revolution of the disc. The pipette traverses fy...) 
the center of the disc to the edge in 20 rotations of {he 
disc. 

The discs used in these tests were coated with 5 
microliters of solution, containing 34 micrograms of 
stearic acid. After application of the solution. a dise 
was covered for two minutes to retard evaporation 
while the solution leveled out completely. and then, 
uncovered, was warmed with an infra red lamp for 
five minutes to evaporate the kerosene. 

Soil coatings produced in this way are not necessar- 
ily perfectly uniform in thickness over the surface of 
the disc, but they are highly reproducible, which is 
more important for the purpose. Reproducibility of 
coating can best be determined by observing the varia- 
tion in the initial counting rates obtained for a series 
of coated discs, as the initial count depends not only 
on the quantity of soil but also on the distribution on 
the surface of the disc. It has been found that series of 
10 discs can be prepared regularly giving maximum 
variations of + 2% in initial counts. It might be ex- 
pected that the sum of the counting error and the un- 
certainty in measurement of the very small volume of 
stearic acid solution would account for that amount 
of variation. 

As noted above, the coated discs were dried under 
an infra red lamp. In order to determine whether 
warming the discs to hasten evaporation of the kero- 
sene would have an effect on the adhesion of the 
stearic acid, cleaning tests were run in which coated 
discs allowed to dry at room temperature were com- 
pared with discs dried for 5, 10, 15 and 20 minutes 
under the infra red lamp. The heating was found to 
have no significant effect on the removal characteristics 
of the soil. 

Normally, cleaning tests were made with coated 
discs soon after they had been dried and counted: 
there was no aging period. In order to determine 
whether a variation in the interval of time between 
coating and cleaning would have an effect. cleaning 
tests were run in which discs soiled and allowed to 
stand overnight before cleaning were compared with 
discs soiled immediately before cleaning. There was no 
significant variation in results. 

(To be concluded next month) 
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Chromium Plating with the 
ornhauser Chrome Solution 


By Frank Taylor, Metal Finishing Consultant 


Che Bornhauser (or Dichrome) solution is by 
no means new, but it is not widely known, al- 
though it has performed very satisfactorily in- 
deed over a number of years in the works of one 
British manufacturer. Developed primarily for 
the direct chromium plating of zine base die- 
castings, the solution is characterized by the 
presence of sodium tetrachromate as a principal 
constituent and is operated at lower temperature 
and higher current density than the conven- 
tional bath. Current density range for satisfac- 
tory deposits is wide (200-900 amps. sq. ft.) 
and there is good tolerance of trivalent chro- 
mium and of heavy metal contamination. The 
deposit is dull and grey but it is soft and fairly 
easily polished to a lustre approaching that of 
normal bright chrome. In comparison with the 
conventional bright chromium plating solution, 
throwing power and cathode efficiency are much 
better and soundness and corrosion resistance 
of the deposit are superior in consequence. This 
paper presents a practical exposition of the 
operation and applications of the process to- 
gether with details of the composition and 
maintenance of the solution. 


Ts Bornhauser chrome solution is a chromium 
plating solution that operates at room temperature 
(00°-70°F.) and a wide range of current densities 
(200-900 amp./sq. ft.) with a high overall cathode 
elliciency (about 30°7). Its throwing power is quite 
good for a chrome solution and, providing the correct 
pretreatment is used, the adhesion of the chrome de- 
posit to the underlying metal is also good. On account 
of the permissible high current densities used and the 
high cathode efficiency, plating times are short. usually 
|-2 mins., and the porosity of the resultant deposit is 
reasonably low. 

One point, however, should always be borne in mind, 
namely, that irrespective of the underlying basis metal 
or deposit the resultant chrome deposit is never bright 
and requires subsequent finishing to resemble bright 
chrome and, while this is easy and not at all like the 
finishing of a bad deposit from a conventional bright 
chrome bath, it still has to be done. This condition, as 
one can readily see, greatly restricts the possible appli- 
cations of the Bornhauser solution but it is only fair to 
idd that on those jobs for which it is suitable. the proc- 


ess can be a great boon. 


I. The Bornhauser Chrome Process 


\ 


SOLUTION COMPOSITION 


No specific composition is given in the patent, but 
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while working with Dr. Bornhauser on his process, the 
following solution was found to give the best results: 
Chromic acid (total) 93.00 oz./gal. 
Caustic soda 7.70 oz./ gal. 
Trivalent chromium 
(as Cr.Qz) 
Sulphuric acid (S.G. 1.84) 0.10 oz. gal. 


1.00 oz./ gal. 


Operating Conditions 


Temperature 60-70°F.. current density 200-900 
amp. sq. ft.. voltage higher than usual for chromium 
plating. normally 6-12. anodes of chemical or antimon- 
ial lead (preferably ridged or perforated). anode: 
cathode area as large as conveniently possible. Rate of 
deposition at L000 amp. ‘sq. ft. is approximately 0.0001 


in. per minute. Cathode efficiency is 30-33. 


B. MAKE-UP 


The chromic tank is about half filled with water and 
the chromic acid dissolved therein. The caustic soda is 
dissolved in a small amount of water in a separate tank 
and when cool. slowly added with constant stirring to 
the chromic acid in the main tank. The sulphuric acid 
is then slowly added with constant stirring and finally 
the trivalent content formed by reduction of some of 
the chromic acid with sugar or oxalic acid. (This re- 
duction is very vigorous end great care should be taken 
in carrying out same.) The solution is made up to the 
correct level. cooled to the correct temperature and is 
then ready for working. 


C. EQquipMent REQUIRED 

The standard chrome tank and exhausting equipment 
are quite satisfactory as also are the rods, assuming 
they are heavy enough to carry the necessary current: 
solid copper rods are usually best. However. since this 
chrome solution operates at room temperature and 
high current densities, it is usually necessary to connect 
the outer water jacket. normally used in bright chrome 
for heating, to mains water supply and to fit a large 
diameter overflow pipe so that the jacket can be used 
as a cooling chamber during normal working opera- 
tions. At the same time. means of heating the jacket 
should be retained so that in cold weather and after 
week-ends. the solution can be raised to the requisite 
temperature. In new plants this outer cooling jacket is 
made as deep as the chrome tank to be more effective. 


1). ANODES 


The best anodes to use in this process are 5°% anti- 
monial or pure chemical lead. perforated or corrugated 


to obtain the maximum effective anode surface area 





er ed o | 











with a moderate number of anodes. The corrugated 
anodes are well known The perforated anodes are 
made by drilling holes 14-°. in. diameter in anodes 
3-4 in. wide by about !. thick. Too many holes must 
not be drilled or the anode will have no mechanical 
strength but the spacing indicated in the sketch has 
proved quite satisfactory in practice. 
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The action of the perforated anode is based on the 
theory that current concentration occurs on edges and 
hence. by increasing the edge area, the applicable cur- 
rent density can also be increased. While this assump- 
tion is open to argument, perforated anodes do cer- 
tainly give the best results in this particular process. 
E. CuRRENT SUPPLY 

Motor generator or rectifier preferably giving at least 
12 volts to take advantage of the high current densities 
possible with the Bornhauser solution. If the standard 
71 volt rectifier is used it will rarely be possible to 
exceed a current density of 400-500 amp. ‘sq. ft. When 
working on these lower current densities, a slight modi- 
fication of the solution is usually necessary. The nature 
and extent of the modification is dependent on the 
nature of the installation and the work being processed 
and will, therefore. vary from one plant to another. 
Most frequently it takes the form of an increase in sul- 
phate concentration by up to 50-100 over the normal 
value or increasing conductivity by working at the 
upper limit of the free chromic acid range of concen- 
tration or by increasing the density of the solution. 


EF. TEMPERATURE 


This must be controlled as nearly as possible be- 
tween 60° and 70°F. Temperatures lower than 60°F. 
tend to reduce cathode efficiency and temperatures 
above 75°F. tend to produce a hard grey deposit dif_- 
cult to finish due to unbalancing of the electrolyte as is 
explained when discussing the theory of the process. 
The temperature is controlled through the water jacket 
and it must be emphasized that an adequate supply of 
cooling water is essential if high currents are passed 
continually, 


II. Theory of the Process 


The inventor. Dr. Bornhauser. claims that the whole 
secret of the process depends upon the formation of 








sodium tetrachromate (Na,O4CrO;) by the r: 
of 2 molecules of caustic soda with 4 molecu! 


chromic anhydride (chromic acid). It only exi 
low temperatures, completely breaking down 

LOO’ F. to give the lower chromates. Thus it is ess 
to keep the temperature down and to maintain a c 
amount of free chromic acid in solution. The s: 
ion can only be replaced by aluminum or chro: 
The cathode efficiency at 60-70°F. 


33°¢ and decreases outside this temperature rang 


is claimed 


HHI. Sequence of Operations 

The Bornhauser chrome process is primarily de 

signed for the direct plating of zine base die castings 

and zine surfaces. While the corrosion resistance of the 
subsequent finished deposit is below that laid down by 

B.S.1. specification for copper plus nickel plus bricht 

chromed zinc base diecastings for outdoor exposure. 

it is far better than that actually achieved by most 
plating shops as regards both wear and corrosion resis. 
tance. 

The following sequence is recommended: 

1. Polish die casting. 

2. Basil. lime and jig casting and proceed directly 
to 3. Alternatively (and less commonly) electro- 
clean cathodically for 15-30 sees. in hot mild 
alkaline cleaner of the silicate + trisodium phos. 
phate type. and swill. 

3. Dip for 14-1 min. at room temperature in a 0.1- 
0.5‘. (by weight) solution of ferric chloride. 

kL. Swill thoroughly in cold running water. 

5. Chromium plate (usually 1000 ampere minutes 
sq. ft., Ze., 2 mins. at 500 amp. ‘sq. ft. or L min 
at 1000 amp./sq. ft.). 

6. Allow to drain (draining tray usually on end of 
vat) for 1-2 mins. 

7. Swill in cold running water. 

3. Swill in hot water. 

9. Dry in sawdust or oven. 

10. Chrome finish in normal manner. The Born- 
hauser chrome deposit is very little more dill 
cult to finish than the standard (.2.e. not es- 
pecially soft) dull nickel and can be finished 
quite satisfactorily with ordinary white finish. 
However, the author prefers green compo where 
the use of this material is permissible since it 
cuts cleaner and faster. 


Points to WATCH 

1. That liming off is adequate and that parts do not 

come from the polishing shop bearing blobs of 
polishing grease. 

2. When the articles leave the ferric chloride di 

they should be uniformly covered with a fi 


) 


grey etch. 

3. Efficient jigging is essential, otherwise hot spots 
at points of contact will occur. Jigs must be o! 
suflicient area to carry the heavy currents wi! 
out heating. 

lL. Fix times by means of a stop clock in relation 
surface area and plate at the maximum curt 
density permissible. 

5. Chromed articles after removal from the dra 
ing rack should be covered with a khaki film a 
the chrome deposit beneath should be a bhi 
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THE BORNHAUSER CHROMIUM PLATING BATH 





le- of Operating Troubles: Causes and Remedies 
i 
Trouble Possible Causes Remedy 
ticles present patchy \. If. on rinsing, water breaks appear, cleaning \. Check on cleaning o1 
, pearance after ferric or liming inadequate. liming. 
; iloride dip. ; ; ; 
| B. If no water breaks appear and surface of arti- B. In former case, serap 
ae cle is barely etched, dip too weak or immer- and make up new dip. 
D sion time too short. 
C. If no water breaks appear and surface of ar- 
y ae ticle is dark grey, dip too strong or time of 
stings immersion too long. 
of the 
vn by . Articles black on edges \. Temperature too high or too low. \. Check and adjust. 
right } . . 
/ when removed from 
sure Bb. Current density too high. B. Check surface area 
ure, chrome tank. : 
most and adjust current 
resis. density accordingly. 
C. Sulphate too high or free chromic acid too C. Check and adjust. 
low. 
ectly }. Chrome deposit dark \. Temperature too high. \. Check and adjust. 
clro- grey in color and hard B Sulvhat ( betel 
] + * » OUulpnate or Tree chromic too low, . 
mild to finish. B. Check and adjust. 
yhos. 
|. Cannot obtain  neces- \. Sulphate too low or trivalent too high. \. Cheek and adjust. 
Ot. . - 
; sary current. ; 
Bb. Anode area too small. B. Increase if necessary. 
Cc. 
ites >. Insufficient thickness \. Current too low or time too short. \. Check and adjust if 
min of deposit. necessary. 
B. Temperature too low. B. 
d ot 
C. Free chromic too low or too high. CG 
LD. Tetrachromate too low. 1). 
Orn: grey in color. Khaki film disappears on subse- rous ammonium sulphate and potassium permangan- 
liffi quent rinsing and drying. ate as follows: 
es- 6. Deposit should finish easy, otherwise operating 5 ml. of the filtered solution are pipetted into a 250 
hed conditions are incorrect or solution out of bal- ml. measuring flask and made up to the mark with dis- 
ish, ance. tilied water. 5 ml. of the distilled solution are then 
lere See also the accompanying chart for possible troubles pipetted into a 300 ml. conical flask and about 50 ml. 
e it and their rectification. distilled water added. 20 ml. of N10 ferrous ammon- 
: ; ium sulphate solution are then added and the excess 
Iv. Control of Solution ' ca 
f titrated with N10 potassium permanganate to a faint 
lhe concentration ranges of principal constituents pink color. 
not ‘ 
re: aa 
Then: 
‘ver she Sis. wamel ( = ‘ P ‘ ; - on 
Potal chromic acid 16.00 96.00 oz. gal. ml. of N10 ferrous ammonium sulphate use« ».28 
: tae : pa 
Ais Caustic soda 6.00 6.00 oz. gal. oz. gal. total chromic acid. 
"a Privalent Cr (as CrsO,) — 1.00 L.0O oz. gal. 
ne . . - ’ . 
f Sulphate (as H.SO,) 0.10 0.20 oz. eal, b. SULPHATE CONCENTRATION 
~ Free chromic acid 13.00 L6.00 oz. gal. Determine sulphate by the method recommended by 
; . . W. Salt: 
of That is: 
; ee 4 Po 20 ml. of the filtered solution (sulphate content 
Free CrO. : sulphate 19:1] 150:] : : 
. Qn is low. therefore the usual LO ml. sample is normally 
Free CrOs : total CrO. 1:3.5 ; : ne 
; f ov ;, ' insuflicient) in a 500 ml. beaker add about 50 ml. dis- 
Combined CrOs is approx. 245 free CrOs ‘Hed ) ereorrue 1s 
- 7 ; tilled water. 20 ml. concentrated hydrochloric acid, 50 
or : 5 & NaOH + 4 & trivalent = 7 19 ; boat sheet. r 
rr ’ . ‘ » 20) - Pi ) ) sO 0) i) 
or : Total CrO. free CrOz ml. acetic a id, ane ml. et ivl alee iol. B il for about 
1, hour (until solution is about half the original vol- 
loraL Curomic Acip ume), add 5 ml. of a saturated solution of picrie acid 
(his is carried out in the normal manner using fer- and 20 ml. of a 10° solution of barium chloride. Boil 
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for about 10 mins. Filter. ignite. and weigh as BaSQy,. 
Then: 


weight of ppt. * 3.36 = oz./gal. HeSO, in vat. 


C. TrivaALent CHromiumM Aanp Heavy METALS 


Since the solution is quite tolerant to both trivalent 
chromium and heavy metals. a single determination 
will sufhice: 

Pipette 1 ml. of the filtered chrome solution into a 
100 ml. conical flask or beaker. add about 50 ml. dis- 
tilled water, 12 ml. concentrated hydrochloric acid, and 
18 ml. concentrated ammonia, and boil for 30 minutes, 
the solution being kept just ammoniacal. The precipi- 
tate is filtered off. well washed, redissolved in a small 
amount of weak hydrochloric acid, made ammoniacal. 
and boiled, and the resulting precipitate is filtered. 
washed well, ignited and weighed. 

Then: 

weight of ppt. « 160 oz. gal. CroOz 
This is sufficient unless the CroOs, concentration is ex- 
cessively high (over 4 oz. gal.) in which case more 


detailed investigation is called for. 
(CID 


Theoretically, since the sulphate content is so very 


D. FREE CHROMIC 


low. the free chromic acid can be roughly determined 
as in Bengough solutions by titrating with N 2 sodium 
carbonate to slight turbidity. However. the end point 
is rather indefinite and the following method gives 
more consistent results: 

Pipette 5 ml. of the filtered chrome solution into a 
250 ml. measuring flask and make up to the mark with 
distilled water. Pipette 10 ml. of the diluted solution 
into a 300 ml. conical flask. add 5-6 drops of brom- 
cresol-green indicator solution and about LOO ml. of 
distilled titrate. shaking. 
against N 50 sodium carbonate solution until it turns 


water and with constant 
a deep green. 
Then: 


ml. N50 NasCO, *« 1.6 oz. gal. free CrO. 


V. Bornhauser Process Compared With 
Standard Bright Chrome 


\. ADVANTAGES OF THE BORNHAUSER PROCESS 


|. Higher current densities and higher cathode 
efhiciencies making rate of plating 10-50 times 
as fast as normal chrome. Hence. if current is 
available, output of vat is high. 

Higher cathode efficiency (roughly three times 


~ 


normal chrome) reduces porosity in deposit and 
hence increases corrosion resistance. Corrosion 
resistance far superior to normal chrome on 
equivalent thickness. 

3. Very tolerant to heavy metal contamination (up 
to 4-6 oz./gal. calculated as oxides). 

1. Plates over broad of current densities 

(200-900 amp. sq. ft.). 


5. Throwing power superior to standard chrome. 


range 


6. Operates at room temperature. 

Finishes easily when chromium plated direct on 
zinc and zine alloys and reduces rejects to a 
minimum in this case. 

Reduces overall labor costs per piece plated. 


— 


Deposit more ductile. softer. and therefore less 


prone to cracking (Brinell hardness 700-800 ,< 
against normal chrome 900-1100). 

10. Can be operated by relatively unskilled 
sonnel, 


B. DISADVANTAGES 


|. Brillianey of finish inferior to standard chro 


~ 


2. Deposit in every case has to be chrome finis! 
which is sometimes uneconomic. Moreover. 51 
intricate work, a dull deposit is left in recesse- 

3. Unless work can be suitably jigged, high curren 
densities are actually disadvantageous due to 
heating effect and wire mark. 

1. Corrosion resistance of Bornhauser chrome 
without undercoat is inferior to good copper 
plus nickel plus bright chrome deposit. though 
the Bornhauser will often be cheaper. 

5. Nickel or copper plus nickel as an undercoat wil! 
plate in recesses, and thus give a uniform colo: 
to the article. where chromium, including Born- 
hauser, cannot throw. 

6. Unless adequate current capacity is available. 
loads, although only in for a short time. are 
small compared with the average bright chrome 
bath. 

‘. Difficulty of ascertaining when chrome deposit 

is polished through when plated direct on to a 

zinc base die casting due to similarity in color 

of base metal and deposit. 


VI. Applications of Bornhauser Chrome 
Process 


So far the applications of the Bornhauser process 
have been chiefly confined to the direct chromium 
plating of zinc base die castings such as hubs, hub caps. 
perambulator hood joints. and interior fitments that 
are expected to possess moderate but not extreme cor- 
rosion resistance. At the present time. however. the 
ability to dispense with a nickel undercoat and. in 
comparison with normal bright chrome, the bette: 
throw and superior corrosion resistance of Bornhauser 
make the process of added interest. especially on arti- 
cles which are simple to finish and on which the highest 
degree of brilliance is not essential. The process can be 
applied to copper and brass direct with similar results 
using the same sequence of operations as for zine base 
diecastings and applying the same type of modifica- 
tions as was suggested when operating on zinc at lowe! 
current densities. However. while the corrosion resis- 
tance of Bornhauser chrome direct on to brass 01 
copper is greatly superior to that of bright chrome 
direct on the same metals, it is inferior to that of a 
good nickel plus bright chrome. The color of the final 
finish is definitely inferior in brilliance and this. cou- 
pled with the extra finishing cost, may cause people to 
reject it in favor of the standard chrome. 

In certain types of work, however. where rapid jig 
ging is permissible and easy finishing can be carrie: 
out. it should have an application and even more s 
where high corrosion resistance is required. Anoth 
point to consider is that whereas the copper, nickel an 
bright chrome deposits on zine die castings require 
moderately skilled operator, the Bornhauser is rela 
tively foolproof and can usually be operated by wi 

(Concluded on page 64) 
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Figure 1. Left to right, Robert L. 

Coombes, Experimental Engineer; 

Harold E. Coombs, Sr., Managing 

Partner; Harold E. Coombes, Jr., 

Sales Manager; George Knepp, 
General Manager. 





A Modern, Efficient Plating and Polishing Plant 


By Fred M. Burt, Los Angeles, California 


HE Crown City Pasadena, 


California, is a good example of a one-family busi- 


Plating Company in 
£ | 


ness which started in a very small way. then grew with 
the times and with the market to become, at this time. 
one of the larger, more progressive, and fully modern 
plating units in the Los Angeles industrial area. It was 
started as a very small plating shop. in 1911. by 
Ephraim Coombes, who was active in the business until 
his death in 1940 at the age of 82. Today. his son 
Harold E. Coombes, is head of the business as Manag- 
as Sales Man- 


ager, another son, Robert, Experimental Engineer, a 


ing Partner. with his son, Harold. Jr.. 


brother-in-law. George Knepp. General Manager and 
another brother-in-law Raymond Bray, Plant Supt. 
(Figure 1). The personnel of about 90 persons includes 
considerable number who have been with the com- 
pany for many years: some of the key men well over 
20 years. Because of this experience, they are thor- 
oughly versed in all operations, in using all of the 
equipment and materials falling in the orbits of their 
responsibilities. and are accustomed to working. one 
with another. with understanding and efficiency. 
Daily production in tens of thousands of parts is 
iriously distributed through the finishes and opera- 
ns to supply the continual, normal requirements of 
any customer companies, including a large volume 
| parts of units produced by customers for Govern- 
ent Defense requirements. 
On a one acre plot of land. including parking and 
AL FINISHING, 
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storage areas, 28,555 sq. ft. are under roof, distributed 
as follows: 4 offices. employees’ locker and other facili- 
ties: hand polishing and automatic polishing. 5200 
sq. ft.: automatic and hand plating. automatic polish- 
ing and hand plating, receiving and shipping. 5200 
sq. ft. Back of this building. in line. are warehouse. 
1625 sq. ft.: stores. machine and maintenance shop. 
and chemical laboratory. 3842 sq. ft.: cadmium and 
zine plating. 3664 sq. ft.: anodizing. 2500 sq. ft.: bar- 
rel polishing and organic finishing. 5000 sq. ft. 

Before outlining the operational procedures and 
equipment, some comments would be pertinent on the 
chemical laboratory (Figure 2) and late developments 
by chemist Leon Kadison, made to meet the exigencies 
caused by plating material shortages and Government 
restrictions. Mr. Kadison is a registered Chemical En- 
gineer in the State of California, has his master’s de- 
gree in chemistry from the University of Southern 
California. has been with the company six years. and 
has considerable previous experience as a_ research 
chemist. One of his more important developments is 
a copper bright dip solution used at room temperature 
without current. after copper-plating. to provide a 
bright finish for chromium plating without the inter- 
mediate nickel plating. Also developed and used with 


fully 


satisfactory 


mium plating solution to eliminate chromic acid mist, 
which is especially advisable when the chromium plat- 


ing is applied directly on the copper. 


results is an additive to the chro- 


J 
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\nother innovation for use on the automatic « 
mium-plating line; after leaving the chromium-p| 
tank, parts receive an additional dip in a special 
tion that eliminates excess chromium. solution 
recesses which, if left, might subsequently cause y« 
stains. Current experimental work in white brass 





ing using periodic reverse current, as a substitute ©) 


the restricted nickel-plating. is showing very promis g 
results. It gives a bright surface on which to a 

chromium and test runs show no cracking to date. afi 
a three-month period. Another procedure that has |< on 


standard for the past one and a half years in the hich 
speed copper plating tank is the use of periodic reverse 
current. During the 8-10 minute plating period 

cycle is 12 seconds direct plating current and 3 seconds 
reverse current. This produces a much brighter copper 
finish than is required when nickel is applied befor 
chromium, but is especially desirable when nickel js 





not used. 
Figure 2. Control, test, and experimental laboratory, fully equipped 


for every requirement; at left, Robert Coombs is using a Magne- The polishing department is equipped to handle all 
gage to test plating ne at right is Leon Kadison, Chemical parts adaptable to rotary and straight line automati: 
ngineer. 


polishing and buffing machines: also with complet 


hand polishing facilities. Back of a large vapor de- 
| 5 | 


el 
— 





handles at 1250 per hour with seven polishing heads in use. Note 

edge of steel strip along edge of rotary table, to engage lever on 

edge of fixture, lifting it to release spring catch which holds han 
dles firmly while being polished. 


Figure 3. Row of eight Acme automatic polishing machines; Ted 
Cellarius, Automatic Polishing Foreman, second from left. 





greaser, served by a monorail and air hoist. are eight 
automatic polishing machines (Figure 3). 


Some of these machines are of the indexing type. In 
a typical operation, polishing 500-600 ball pen caps 
per hour, the procedure is as follows: There are eight 
vertical fixtures or stations spaced around the rotary 
table. Numbering them clockwise: (1) operator re 
moves polished cap: (2) unpolished cap from = con- 
holds a 


other unpolished cap: (4) under wheel which  butis 


tainer is slipped over vertical fixture: (3 


the top of the cap, held firmly to the fixture through 
an expansion device inside the cap, while the fixture 
also revolves through actuation by a cam indexed to t! 

table rotation: (5) non-rotating intermediate, fr 

position: (6) same as (4) but with head buffing t! 

side of the cap: (7) intermediate position; and (6 

same as (4), but for final. color polish: then to pos 

tion (1) for removal of polished cap (Figure 4). 





polishing machine. On all of the automatic polishing machines, speci: 
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guns have been rigged up to spray, automati- 


spl 
all). short bursts of the proper liquid polishing com- 
pour d onto the back side of the revolving buffing or 
poli-ning wheel, synchronously with the indexing of 
the part to be polished. However, on some of the ma- 


chines. it has been found to be more efficient to apply 
|\.hing compound by hand in bar form. On some 
of the machines, two of the polishing heads are 
juipped to oscillate slowly, back and forth on their 
axes. the width of the wheel, to provide for an even 
wear on the polishing surface. 


he new machine has 20 fixtures on its 38” diameter 
table for such items as the pen cap and has a continu- 
ous rotary movement past the three polishing heads. 
The largest of these units. representing a $27,000 in- 
vestment for the basic machine, fixtures and other 
equipment. is a continuous, rotary polishing machine 
with 25 fixtures and seven polishing heads, with a 
production capacity of about 7,500-10,000 parts per 
eight hour operation (Figure 5). On the other side of 
the room are about a dozen hand polishing and sand- 
ing machines of various makes, a large belt sander 
and several smaller belt sanders and other units of 
equipment (Figure 6). 





oe ws #3 


Figure 6. View of Hand Polishing and Sanding section: Several 
models and makes of polishers, belt sanders and miscellaneous 
pieces of equipment are used in this section. 


In the adjacent plating department. the major pro- 
duction unit is an automatic plating machine, used 
principally for chromium plating of wide varieties of 
small units. These parts are mounted for plating at 
three “racking” tables. (Figure 7). 


The plating racks are made up from copper rod and 
irass wire and then dipped in one of a number of rack 
oatings as indicated. This work is done in a well- 
quipped and commodious work shop off the plating 
epartment and jutting out into the paved yard outside 
ie receiving and shipping entrance. The racks of parts 

be plated are hung on 42” long. transverse. hori- 
nmtal rods (Figure 8). They have both a forward 
vement from tank to tank, and an up-and-down im- 
rsion travel. The latter is provided by a pneumatic 
n in the center with an overall time cycle of 58 see- 
ls, including a 40-second immersion time in each 
th. This can be varied as desired. When the racks are 
the “up” position, the 30” forward movement to the 
ie! ees 
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Figure 7. Left to right (against wall of shipping department) 
empty rack hanger; racking chrome-plate items; Carl Campbell, 
Plating Foreman, (left), with Harold B. Sleworth, Personnel and 
Production Control Manager; in background is dryer; then at right, 
rack unloading and inspecting; plating machine in left background. 

















Figure 8. Illustrated is the automatic plating machine, loading 
end of first line at left, unloading of plated parts at right. Note 
pneumatic ram for raising and lowering of conveyor 
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Figure 9. Side view of the automatic plating machine. Clean 
ing tanks for still plating in foreground. (At left Carl Campbell 
Plating Foreman, at right, Raymond C. Bray, Plant Superintendent. 
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(Figure 9) connected to two ratchet-type lugs that 
engage the center section of one of the rack-carrying 


cross rods. 


In the first row of 30” x 48” tanks, the first eight of 
the nine tanks are double: (a) the inner ones for clean- 
ing of steel. brass, copper. bronze: (b) the outer row 
for zinc-base die castings. The sequence is as follows: 


(a) 


1. Alkaline cleaner at 140°F. 

2. Alkaline cleaner at 140°F. 

3. Direct current cleaner 140°F. 
1. Reverse current cleaner 140°F. 


Rinse 


6. 20°. sulfuric acid cold 


. Rinse 
&. Copper Strike 
Q, Rinse 





Figure 11. Portion of Anodizing De- 
partment. Foreman, Frank Powers, with 
rack of parts. Along wall are large 
chromic acid anodizing and rinse tanks. 
Line in foreground, left to right, tanks 
for 1) rinse for, 2) special solution for 
aluminum stripping, gold dyeing, nitric 
acid, nickel acetate sealer and rinse; 
at right 16 ft. long, gas-fired dryer for 
anodized parts, with parallel chains 
carring horizontal rods. 


next tank is actuated by the ram of an air cylinder 






Figure 10. Examining rack of cle 
parts from automatic machine 
Plating Foreman, Cari Campbell (\c‘; 
and Claude Allen, Polishing Foreman, 
two of the key men who have been 
with the company for about 24 years. 
In the background are the cleaning and 
still plating tanks for black nickel 
gold, silver, copper and bright nickel 
At right, is the semi-automatic bright 
nickel plating tank; beyond it is similar 
unit for copper plating, with two water 
rinse, and 3% H.SO, bath tanks be- 
tween them. 





(b) 
1. Alkaline cleaner at 140°F. 


2. Circulating cold water rinse 
3. Direct current cleaner 
lL. Rinse 
5. Rinse 
6. 1.5% hydrochloric acid cold 
i. Rinse 
&. Copper Strike 

9. Rinse 

The racks are then removed and copper plated on a 
semi-automatic, oscillating plating machine (Figure 
10). After a water rinse, 3‘¢ sulfuric acid dip and 
another rinse, they are transferred to another semi- 
automatic for bright nickel plating. The racks are then 
hung on the automatic machine for the return travel 


through four water rinse tanks; the chromium plating 
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solution: an air-agitated water rinse: agitated neutral- 
izing bath and, finally. two more air-agitated de- 
ionized water baths. cold and hot. Then the racks are 
placed in a dryer and on to the table for inspection 
and removal of plated parts from racks. 

Except when otherwise scheduled. as on large pro- 
duction orders, parts brought in for any type of finish 
are received by the head of the receiving and shipping 
department. Ray Jones. whose office is in one corner 
of this main plating building next to the truck dock. 
He makes out a shop order, in duplicate. with the 
proper details of record, the finish specified and other 
instructions for production: calling on the other key 
men who may be concerned for assistance if necessary. 
He keeps in touch with the progress-in-production and 
provides for delivery upon completion. 

The relatively large anodizing department is well 


Figure 13. Raymond Bray, Plant Sup- 

erintendent, checking deionizer, which 

will deliver 15,000 gals. of pure water, 

with one regeneration, at 20 gals. per 

minute. This is the largest de-ionizer 
in use by Western electroplaters. 
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Figure 12. At left, girl is removing ano- 
dized, black-dyed, 12” x 38” sheet 
(doubled) for ‘Foilcals’’ from infra-red 
drying cabinet. At right is vapor de- 
greaser, first tank in second anodizing 
cleaning line. 





equipped for large production on all tvpes of different 
work: sulphuric acid, chromic acid. and color anodiz- 
ing. Such items as camera and laboratory instrument 
parts. display trays. and many other items too numer- 
ous to mention. are anodized in large and small quan- 
tities. One of the three large sulphuric acid anodizing 
tanks is kept at about 74°F. by Freon gas circulating 
from a Kelvinator refrigeration machine through cool- 


ing coils and the other two similarly cooled with brine 


from a converted ice machine. 


For color anodizing, the room contains gold, black, 
blue. red and green dye tanks. All of the aniline dye 


solutions used are carefully made up in the laboratory 
to give the exact color desired. The proper color is ap- 
plied to each part by immersion for a period averag- 
ing about five minutes, but with the exact time depen- 


dent upon the shade desired. From the dye tanks the 
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Figure 15. Illustrates tumble finishing machine, with hopper 
charging load of honing chips, at left. 


Figure 14. Cadmium and Zinc Plating department; Dept. Fore- 
man, Harold Claus, at right. (For layout, see Figure 16.) 
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Water Running water rinse. 

Water Hot running water for drying. 
Bright Dip Bright dip for cadmium plating. 
Water Running water rinse. 

Water Running water rinse. 

Cronak Conversion coating for cadmium. 
Water Running water rinse. 


Solution Purpose 
Alkaline Cleaner Soak cleaner, remove oils, grease, etc. 
Alkaline Cleaner Electrolytic cleaner, surface contam- 
ination. 
Water Running water rinse. 
Muriatic Acid Clean alkaline smut & surface rust. 
Water Running water rinse. 
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Water Running water rinse. 


Cyanide 
Bright Dip 
Water 
Water 
Cronak 


Reactivate the Surface. 
Bright dip for zinc plating. 
Running water rinse. 
Running water rinse. 
Conversion coating for zinc. 
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Water Hot running water. 
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Removal of rust and scale. 
Removal of rust and scale. 
Removal of rust and scale. 
Running water rinse. 

Removal of rust and scale. 
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paris go into a cold water dip rinse and then to the 
150°F. 
ano then to the dryer. Pure sheet aluminum 0.003” 


nicwel acetate sealer tank at for 3-5 minutes 
thik is anodized and dyed with various colors desired 
for “Foileals” (decals made of aluminum). These are 
eul out of 12” x 38” sheets (12” x 36” net after trim- 
x) which go through one of the cleaning lines 
(Figure 11), are anodized and then given the proper 
color, after which the cycle consists of rinse. sealer, 
and special small infra-red drying cabinet (Figure 12). 
One of the latest additions to the plant is a new cad- 
mium and zine plating department, equipped with 
three still cadmium tanks of 1140, 1140 and 360 gal- 
lons capacity, two cadmium barrels and a 780 gallon 
still zine tank. 
Burnishing of such items as bib caps and other small 
plumbing parts of steel. brass, zine-base die castings 


New Aluminum-P 


PRACTICAL process fer electrodepositing alum- 
-X inum at room iemperature has recently been de- 
veloped by D. E. Couch and Abner Brenner of the 
\ational Bureau of Standards. Dense, ductile deposits 
of the metal are being obtained at the Bureau from a 
new type of organic plating bath' consisting of an ether 
solution of aluminum chloride and a metal hydride. 
lhe new bath is expected to find important applica- 
tion for electroforming articles with close inside toler- 
ances, such as waveguides, and for providing various 
types of equipment with a thin protective coating of 
aluminum. 


Because aluminum is so far above hydrogen in the 
electromotive series of the elements, it has never been 
deposited from aqueous solutions, which always con- 
tain some hydrogen in ionized form. Aluminum is 
usually produced commercially from a bath of fused 
eryolite and aluminum oxide. However, the process 
must be carried out at a high temperature, and the 
metal is obtained in a fused state, unsuitable for elee- 
troplating or electroforming. Electrodeposition from 
nonaqueous solutions has been tried in the past. with 
some success, but the procedure was too diflicult for 
practical applications, and the deposits were lacking 

purity, ductility, and other desirable qualities. 

lhe National Bureau of Standards is now conduct- 
ig extensive research in an effort to develop methods 
depositing in good physical form unusual metals 
uch as molydenum, tungsten, titanium, and zirconium. 
th fused salts and baths of organic solvents are being 
vestigated. One of the first metals studied was alum- 
um. The success of the aluminum plating bath, de- 
loped in the course of this work, may be expected 
vive added impetus to the current widespread efforts 
obtain other metals in pure form from nonaqueous 
utions. 
lhe aluminum plating bath is prepared at NBS by 
ling either lithium hydride or lithium aluminum 
lride to an ethyl ether solution of anhydrous alum- 
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etc. is done in two double-compartment, variable speed 
tumble finishing machines. Each compartment has a 
capacity of about 500 lbs. to contain the parts to be 
burnished along with soap compound. chips, and water 
to the formula specified for the type and size of load 
Nearby 


screens for separating the burnished parts from chips. 


of parts. is another machine with vibrating 
with the parts being placed in handling trays and the 
chips going into a loading hopper to carry them to 
nearby chip bins or back to the barrels (Figure 15). 
All heavy handling is done by a one-ton electric hoist 
suspended from an I-Beam crane. to serve the entire 
area. 

In order to supply well rounded service for cus- 
tomers. the company has a well-equipped organic fin- 
ishing department which will be described in ORGANI 
FINISHING. 


lating Process 


inum chloride. For best results. the ether should be 
anhydrous and alcohol-free. The concentration of the 
aluminum chloride is not critical and may vary from 
| to 4 molar. Current densities may be as high as 4 


or 5 amperes per square decimeter. However. if thick 





Figure 1. Organic plating bath recently developed by the National 
Bureau of Standards for electropdepositing aluminum at room tem 
perature. To avoid the introduction of moisture, the bath is covered 
with a closed container through which dry air is passed before 
the plating operation begins. After the container has been flushed 
out, the lid of the plating vessel is lifted by the rod at left. and 
the cathode is lowered into the bath by the central rod. which 
also carries a lid for the vessel. Aluminum rods entering the 
plating vessel through rubber stoppers serve as anodes. The bottle 
in the foreground contains sulfuric acid used as a drying agent 
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deposits are desired. the current density should not 
be greater than 2 amp. dm.* Because of the high con- 
centration of aluminum chloride in the ether. the bath 
is not as flammable as would normally be expected. 
To prevent the entrance of moisture. the bath is 
prepared and used in a closed container consisting of 
a glass plating vessel with a tightly fixed polyethylene 
lid. Anodes of aluminum rod pass through ihe lid. 
and the objects to be plated (cathodes) are intro- 
duced and removed through a central hole which is 
ordinarily kept closed with a rubber stopper. If her- 
metically sealed. the bath will keep for several weeks: 
however. under ordinary conditions — the 


operating 
solution slowly deteriorates and eventually 


gives 
streaked and brittle deposits. 


No agitation of the bath is necessary. In fact. a 
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Figure 2. Photomicrographs of aluminum deposits obtained with 
the new organic plating bath developed by the National Bureau of 
Standards. Deposits obtained at lower current densities (A) are 
characterized by large, columnar crystals. Use of periodic reverse 
current produces some grain refinement (B). Addition of B, B’- 
dichloroethyl ether to the bath results in a very fine grain struc- 
ture (C). The ductility and hardness of the deposits vary con- 
siderably. Deposit A is quite ductile while C is very brittle. The 
hardness of deposit A is 37 Vickers; of B, 67 Vickers; and 
C, 97 Vickers. (X 135.) 





Figure 3. Objects electroformed of aluminum by means of the 
new hydride plating bath developed by the National Bureau of 
Standards. The aluminum was deposited on copper, which was 
then dissolved out with nitric acid, leaving the aluminum replica 


quiescent bath is actually making bagging of the 
anodes and filtration of the solution unnecessary. Thy 
composition of the bath is easily controlled since the 
only constituent that changes appreciably in conce: 
tration during ihe plating process is the lithium 
hydride. Occasional additions of lithium hydride. in- 
crease the life of the bath. but 
hydride becomes insoluble and the bath can no longer 


in time the lithium 


be used. 

When sufficient lithium hydride is used, the deposits 
are white. matte and quite ductile; but if the lithium 
hydride content is too low (less than 3 or 4 g. |. 
the deposits become hard. brittle. and gray. Still 
further reduction of the hydride content produces de- 
posits that are dark and stressed and that often crack 
or peel from the cathode. Ordinarily. deposits 0.010 
inch or more thick are visibly crystalline, but this 
effect can be reduced somewhat by adding a small 
amount of 8. B’-dichloroethyl ether. Pitting. which fre- 
quently occurs in aqueous baths, is practically non- 
existent in the ether bath. 

Cathode and anode efficiencies for the process are 
approximately 100 per cent. Deposits 0.050 inch thick 
have been prepared at the Bureau, and thicker deposits 
should be possible if the sharp edges of the cathode 
are shielded to prevent treeing. 


l. For further details, see: A hydride Bath for the Electro- 
Aluminum, by Dwight E. Couch and Abner 
Electrochem. Soc. 99, 234 (June 1952). 


deposition ot 


Brenner, J. 


BORNHAUSER CHROME 
(Concluded from page 56) 


skilled personnel once the correct jigs are made. 

It is impossible to generalize on the possible applica- 
tions of this process: each case must be studied on its 
merits—the type of work to be plated, economics. 
standard of finish required, and corrosion conditions 
encountered. There is no doubt. however, that Born- 
hauser is an important plating process which can some- 
times be used to considerable advantage. 

In conclusion, the author wishes to thank Mr. [1 
Morris, Managing Director of Marmet Ltd., Lete!- 
worth, Herts., for permission to publish this pap 
Marmet was the pioneer of the Bornhauser chron 
process in this country and it was there that the autho: 
gained most of the practical and technical knowled; 
which he has set down in this paper. 


Reprinted with permission from Electroplating April, 195 
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uffing Compounds 


By H. K. Hunt, Ch.E., L. H. Butcher Company 


\ OST published articles on buffing compounds 
~" enumerate and discuss the raw materials used in 
their manufacture. It is the purpose of this discussion 
to attempt to summarize some physical and chemical 
properties of the finished material which are common 
to all buffing compositions, whether they be for buffing 
metals or non-metals. The four main qualities that 
govern the performance characteristics of the mate- 
rials in question, are: (1) binder content or greasi- 
ness, (2) hardness of the compound, (3) saponifiabil- 
ity of the grease binder and, (4) the degree of cut or 
conversely the degree of color. 


Binder Content — Hardness 


Binder content is important in that it determines the 
adhesion to the revolving wheel face and the buff life 
of the composition. From a theoretical standpoint, each 
buffing abrasive has a definite oil saturation value. If 
an excess of grease binder is added above this satura- 
tion point, the composition may be considered greasy. 
If there is less binder than the oil saturation value it 
naturally follows that the material is on the dry side. 
In practice, this simple classification does not always 
follow. Let us consider two compounds that have 
exactly the same binder content. The first one has a 
hard, relatively high melting grease binder while the 
second one has a soft binder. From a practical stand- 
point, the first would be classified as a “dry” composi- 
tion and the second as a “greasy” one. It is at once 
seen that an element of confusion may result between 
the amount of grease binder and the hardness of the 
same. In order that the manufacturer and consumer 
may reach an agreement both should understand this 
quality. Primarily, however, it becomes the responsi- 
bility of the manufacturer to explain these properties 
clearly. 

Now let us consider two hypothetical buffing com- 
pounds that have identical grease binders except that 
one has more than the second. In this instance, the first 
one would obviously be the “greasier” of the two. The 
first one would adhere to the surface of the buff wheel 
longer and would give more “mileage.” This means 
that less compound will be needed and better buff 
economy will be obtained. The second one will not go 
as far per wheel application but it will leave the metal 
surface cleaner and give less trouble from impacted 
material in the recesses. The operator then must weigh 
the cleaning costs and the type of metal surface being 
buffed in order to make the best selection. 

Hardness is also a property that applies to the 
grease binder. This factor is important in automatic 
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bufling operations. Where high speeds and high tem- 
peratures are involved a higher melting, stronger bind- 
er is necessary. As previously stated. the harder com- 
pounds actually feel drier even though they have an 
excess binder content. It might be well to eliminate this 
confusion by using only the terms “binder content” 
and “hardness” and discontinue entirely the misleading 
term, “greasiness.” Of course. from the above. it natur- 
ally follows that the use of softer compounds should 
be limited to hand bufling operations. 


Saponifiability — Cutting Ability 


Saponifiability is the soap forming ability of the 
greases. The fatty acids and the glycerides react with 
the alkalies in the cleaner to form soluble soaps. The 
more saponifiable fats present. the more soluble soaps 
formed and the easier they are to clean. In bufling non- 
ferrous metals that are sensitive to alkaline cleaners, 
such as aluminum and zinc-base die castings. the com- 
pounds should be high in saponifiable fats. These 
materials are the more expensive fats but over-all 
economy generally results from their use. 


Cut or color. This quality in buffing compounds is 
a function of the abrasive used. In passing. however. 
it should be noted that compounds having high binder 
content have greater cut by virtue of their longer buff 
life. As regards the abrasive used. the softer or amor- 
phous abrasive powders give higher luster while the 
crystalline or fused abrasives give faster cutting. To 
illustrate this point, we might use tripoli compounds 
as an example. Suppose that two tripoli compounds are 
equivalent in all respects except that one has some 
crystalline cutting abrasive present while the second 
has only tripoli powder. The first one will take a deeper 
cut and will be the faster cutting. The second one will 
have a higher luster or color. Obviously. both cut and 
color cannot be increased in the same composition. 
By adding cutting abrasive the color is sacrificed and 
conversely, by adding coloring abrasive the cut is re- 
duced. In the tripoli compounds which we are using as 
an example, the maximum cut consistent with the best 
luster would be obtained from a compound containing 
all tripoli as its abrasive. Any addition of either cut- 
ting material or coloring material will alter the results 
according to its specific properties. Where subsequent 
coloring operations are employed, however. additional 
cut may be introduced with beneficial results. 


It will be noted that the foregoing properties can 
apply to tripoli, steel compounds, rouges. coloring 
compounds, ete. What do these four characteristics 
mean and how should they be considered by the con- 
sumer? Possibly these loose ends can be gathered into 
some useful conclusions by listing their effects on the 
various problems facing the plant superintendent. 


Factors to Consider 


Buff wear: It should be emphasized that the buff 
wheel is only a carrier for the buffing compound, which 
is the “cutting tool.” Hence, more binder and_ better 
buff adhesion will retain more of the “cutting too! ’ 
in position to do its work. A compound that is quickly 
thrown off the buff will result in a tendency to use 
more pressure and force the starved buff to do the 
work. 











Compound consumption: The same type as under 
the foregoing is recommended here. Less frequent com- 
pound applicaiions are necessary where sufficient bind- 
er content results in longer buff life. 

Buffing speeds: The higher the speed the higher the 
centrifugal force tending to throw the compound off 
the buff face. Again. high binder content would be 
recommended. 

lutomatic buffing: This type of buffing develops 
high temperature zones around the buff wheel. Also. 
the automatic compound feeder holds the bar rigidly 
and subjects it to more severe impact from the buff 
wheel. For this reason a higher melting, strong binder 
is necessary to eliminate breakage. 

Hand buffing: In hand buffing the foregoing restric- 
tions are not necessary and the operator may choose 


a softer compound, if desired. However, both hard 


and soft binders are adaptable which gives the buffer 
a broader field from which to make his choice. 

Fast cut: Where subsequent coloring is to be em- 
ployed. a faster cutting compound to eliminate severe 
surface imperfections may be used. Also, for finishing 
articles in a highly competitive price field, where the 
highest quality finish is not of primary importance, 
this type of buffing compound would be indicated to 
the operator. 

High color: This type finish calls for a reversal of 
the previous statements. The metal surface should be 
in good condition so that the finer buffing compositions 
will not prelong the operation unduly. The quality of 
the luster is better than that resulting from the fast 
cutting materials but, if there are deep surface imper- 
fections to be removed. this type of compound may 
run the labor cost up too high. 

Type of metal: This question deserves more space 
than the present discussion allows. Generally speaking, 
tripoli buffing compounds are satisfactory for non- 
ferrous metals and aluminum oxide type buffing com- 
pounds are used on ferrous metals. chromium and 
plastics. The following generalizations, however, might 
be mentioned: 

Brass: No restrictions as to the four major proper- 

ties under discussion. 

Copper: Same as for brass. 

Die Castincs: A dry, fast cutting, highly saponifi- 
able compound is recommended to remove die 
marks and for ease of cleaning. 

STEEL: This metal is not sensitive to alkaline clean- 
ers and any type of steel buffing composition to fit 
the conditions as to finish may be used, 

STAINLESS STEEL: The same as for steel. 

NICKEL: Operations on nickel are usually limited to 
coloring operations and a medium dry, highly 
saponifiable material will simplify the cleaning 
operations. 

CuromiumM: Here again the operation is one of 
coloring dull plate and a high coloring material 
is desired. 

GOLD AND SILVER: bufling these precious metals is 
generally restricted to the rouges. These are rela- 
tively hard, dry materials and the problem reverts 
to a selection which has a fine grade rouge for a 
quality finish. 


Piastics: Most plastics are sensitive to high 
perature and consequently slower bufling sp 
are necessary. This calls for a fast cutting 
pound, In most cases these are of the alum 
oxide type although tripolis and even line 
pounds are sometimes used. In either case. | 
pounds of low binder content are most popula 

CLEANING: Where the work is to be degreased, t! 
are no restrictions as the type of buffing com) 
tion that may be used. In alkaline cleaning 
higher the saponifiability of the binder the ea 
the cleaning problem becomes. Also, the lower 
binder content the easier the cleaning. 


FIVE BRIGANTI BROTHERS HAVE 105 
YEARS OF METAL FINISHING EXPERIENCE 


(Anyone walking into a New York plating room has 
a fairly good mathematical chance of meeting a plate 
named Briganti. At the February 8th meeting of th 
New York Branch of the American Electroplaters 
Society, Salvatore, Joseph (rear left and right) and 
Variano (front left) joined their brothers Frank and 
Inthony (front center and right). 


Frank, the oldest of the Briganti clan, started his 
eareer 25 years ago with Miller Bronster at Anchor 
Vig. Co. of New York, progressing through positions 
at Kenmore Plating Co., Asterloid Mfg. Co., Alberts 
Plating Works, Inc. and Rhinecraft Jewelry Co. He is 
now serving as plating superintendent at Matson M/s 
Co., Inc. Having decided on metal finishing as 
career, he lost no time inducting all his brothers excep! 
Salvatore into the mysteries of the art and sent thet 
out on their own. 


Anthony, with 15 years of experience is now wit! 
{/core Novelty Co.; Joseph, with 20 years to his credit 
is with Kaynee Ornament Co.; Mariano, boasting 2 
years, is with Moore Jewelers and Salvatore, with 2: 
vears, is with W. L. Maxson Co., all of New York. 


One hundred and five years of combined experienc: 
is a hard total to beat in the metal finishing industry 
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From, the Worlds 
Plating Literature 











Plating Nickel in a Supersonic Field 
\. Roll: Zeitschrift fuer Metallkunde; vol. 41, p. 339. 


Research conducted at the Max Planck Institute at 
Stuttgart on plating in supersonic fields, showed that 
the separation potential of nickel is reduced by a super- 
sonic field and that the current efficiency is increased 
with higher current densities and this can be ascribed 
to the stirring-agitating effect caused by the supersonic 
waves. Because of the reflection of the supersonic 
waves at the boundary surface liquid /gas, a pulsating 
phenomenon is caused which has the net effect of caus- 
ing the gas bubbles to achieve a higher more rapid 
rising tendency and speed. As these gas bubbles carry 
electrolyte with them, convection of the electrolyte is 
increased in this way. The stirring effect which is 
achieved in this manner is more intensive than a 
mechanical agitation as the supersonic effect acts on 
the gas bubbles already at the boundary layer. 


Pickling of Stainless Steels 


G. Rossi-Landi: La Metallurgie, vol. 83, No. 10, pp. 
763-765. 


Technical difficulties with pickling of stainless steels. 
which have not yet been completely solved, are due to 
the numerous types and varieties of the stainless steels 
and that, because of this, no universal pickling process 
can be applied. Differences in the compositions of the 
stainless steels gives differences in the chemical reac- 
tions occurring during the pickling processes. Pickling 
methods employed with the stainless steels are still to 
i: considerable extent, empirical and secret. One diffi- 
culty is the progressive technical development of the 
stainless steels with the introduction of new alloy types. 
which can render obsolete a previously satisfactory 
pickling method. Certain general laws, however, play a 
‘ominant role in the pickling of the stainless steels. 

For austenitic stainless alloys, the pickling solution 

in be either nitric acid of 38° Bé at 25° by volume. 
vith the addition of 2 pe. of hydrofluoric acid or else 

20 pe. sol. of nitric acid with 2 pe. hydrochloric acid. 
~olutions are used at 60°-80°C. The hydrofluoric acid 

ckle generally gives a whiter pickle. The HCl solution 

ves a more brilliant pickle and a better finish but 
uses more loss of metal. 

Best pickle results with the martensitic stainless al- 

s are obtained with a sol. of 10 pe. by volume of 
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hydrochloric acid at a temperature of 60°-70°C. The 
ferritic stainless steels have a chromium content ex- 
ceeding 18 pce. Consequently, they cannot be heat treat- 
ed and pickling after heat treatment will not apply in 
this case. 

For 18-8 stainless. after hot rolling and heat treat- 
ment. a pickle is given as follows: (a) A first pickling 
in 6 pe. sulfuric acid at a temperature of 65°C. This 
first pickling is intended to loosen the scale. (b) A 
second, finishing pickle. again in 6 pe. sulfuric acid. 
which this time contains a small percentage of hydro- 
fluoric acid. In some cases, this finishing pickle with a 
mixture of sulfuric and hydrofluoric acids is replaced 
by immersion in a solution of 30 pe. by volume hydro- 
chloric acid at ordinary temperature. 

In some cases again, after pickling as above, the 
stainless steel is given a passivation treatment by im- 
mersion in a 20 pe. nitric acid solution. This is in- 
tended to give the metal a higher resistance to oxida- 
tion. 


New Testing Papers for the Identification of 
Surface Pores in Metals 


Dr. A. Kutzelnigg. Paper read before the German 
Commission for Electro-Chemistry and Corrosion on 
{oril 20, 1951 at Stuttgart. 


Dr. Kutzelnigg rendered a detailed report on the 
development of new types of testing paper permitting 
the non-destructive determination or identification of 
nickel, cadmium, zinc, tin, aluminum and magnesium 
in their metallic state. These papers in form of strips 
or sheets are saturated with organic indicators and 
carefully dried. Before application they are moistened 
with water or some specific organic solvent and pressed 
on to the surface tested. The changes of color produced 
indicate the nature of the metal in question. Other test- 
ing paper have been developed to determine the size 
and number of pores in galvanic platings. 

\ttention was called to the fact that the well-known 
ferroxyl-indicator yields results varying in accordance 
with the compositions employed. A solution of 50 gr. 
potassium ferricyanide per liter containing only 0.2 
gr. |. of sodium chloride attacks nickel as well as iron. 
while a solution containing 10 gr. of potassium ferri- 
cyanide and 5 gr./l. sodium chloride is less reactive 
than the former solution. A new reagent neutral to- 
wards nickel but active toward iron is a-nitroso-beta- 
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naphtol. The filter paper impregnated with this solution 
is storage-resistant (in contrast to ferroxyl indicator) 
and needs only be dipped into water previous to appli- 
cation. If paper impregnated with this material is 
pressed ono nickel or tin platings of iron or steel mate- 
rials, pores of every type and size are indicated by 
greenish-blue spots within 5 or 10 minutes. Since the 
plating itself is not attacked by this test the sample 
need not be scrapped. The products of reaction can be 
removed by rubbing with acetone. 

Pores in silver plating on nickel can be determined 
with the aid of dimethyl glyoxim paper; pores in silver 
plating on brass surfaces and copper are indicated with 
haematoxyline paper stained blue by brasses and cop- 
per while silver does not give any indication with this 
reagent. Pores in copper and brass platings on alum- 
inum can also be indicated by heamatoxyline paper. 


Studies of the Cathodic and Anodic Behavior 
of Metals 


t. Piontelli and G. Poli in Gazz. Chim. Ital... 1950 
(9), pp. 863 /8067. 


The authors studied the cathodic and anodic be- 
havior of zine at current densities of 0.1 to 50 amp. ‘sq. 
ft. and 25 to 50 degrees Centigrade in sulfate, amido, 
sulfonate. perchlorate, fluorborate, acetate, chloride 
and bromide solutions containing 0.5 mol. of the re- 
spective salts and 0.1 mol of free acid. They found that 
due to the effect of hydratation, types of compounds 
and to the formation of netted metal structures inhibi- 
tive effects are much more pronounced at the cathode 
than at the anode. The influence of the nature of the 
anions on the cathodic inhibitive effects was found to 
be in the following order: 

Br— and Cl— 
CH;,COO and SQ,- 
C10,— and NH.SO; 


Preparation of Zine Alloy Die Castings 
for Plating 


Kk. Loehberg and H. Nann: Metalloberflaeche, vol. 5. 
No. Ll. pp. B. 161-B. 165. 


Corrosion protection for zinc alloy die castings is 
provided by plated brass or copper coatings. followed 
by nickel: to increase the wear resistance of this plate. 
sometimes a top chromium plate is also applied. Plat- 
ing difficulties have their origin in the fact that the 
plating of zine alloys is different from plating other 
metals and, secondly, because of the non-noble nature 
of zinc. The plating is considered satisfactory if no 
corrosion occurs after 96 hours in the salt spray test 
chamber. The surface of zinc alloy die castings should 
be as smooth as possible and free from cracks, crevices 
or pores so that a light polish on the wheel with the 
use of tripoli is sufficient to make the surface ready 
for plating. Grinding or drawing down of the parts 
should be avoided as far as possible in order to pre- 
serve the outer, very dense metal layer. This require- 
ment is complied with by correct practice at the casting 
stage. Experience indicates that the surface roughness 
of die-cast. rolled or pressed zine parts, should have a 
dimensional maximum of 1 micron. Special attention 


has to be paid to the deburring: the burr shoul 
removed with the finest possible material and 
leather or cotton wheels with the finest grit are ca 
for here. 

Degreasing of the polished parts is best condu 
in two operations. The first stage. degreasing 
organic solvents, plays the most important role. 
second stage is electrolytic degreasing. Normal al! 
line degreasing baths containing caustic soda, sodi 
carbonate. sodium metasilicate and sodium cyai 
attack the zine parts too strongly. With degreas 
baths of sodium metasilicate. there is often an invisi 
film of silicate deposited on the parts which cannot be 
removed in water, or by hydrochloric or sulfuric acids, 
It can only be removed by dipping in 17 hydrofluoric 
acid. The following electrolytic alkaline degreasing 
bath is recommended: 40 g./L. trisodium phosphate: 
the pH of this bath is around 10 and working tem- 
perature is 75° to 85°C. Operating voltage is 8-10). 
This forms sufficient additional alkali at the cathode 
for grease saponification as well as ample hydrogen for 
grease removal and emulsification. The degreasing is 
completed in about 10-20 seconds. Longer degreasing 
times should be avoided as they give troublesome hy- 
drogen absorption by the metal surface and this can 
give rise to pinholing during the subsequent copper 
or brass plating. Degreasing with simultaneous copper 
plating is unsuitable for zinc parts, if an acid dip fol- 
lows. The copper coating formed with this simultan- 
eous degreasing is only about 0.5 micron thick and is 
very porous. With an acid dip subsequent to the de- 
greasing. the base metal is attacked through the pores 
and, because of the hydrogen evolved, parts of the 
coating would be lifted away or the adhesion lessened. 


Silver Plating Tableware 
\. Schuhholz: Metalloberflaeche, vol. 5, No. 8, p. 
B. 119. 


For a guaranteed silver coating for tableware. con- 
tinuous supervision of the silver bath during the plat- 
ing is necessary. There are many reasons for an inade- 
quate silver coating. Taking the anodes first: these can 
be making poor contact or are too narrow or too wide 
compared with the surface of the plated ware. Trouble 
will also result if an anode falls into the bath. The 
hanging contact places can be dirty. The anodes should 
be checked daily for conductivity. For this purpose 
a length of highly flexible conductive wire is used. to 


which is soldered at both ends a piece of brass wire 


about 25 cm. long and at the free end of the wire. a 
brass sphere about 8-L0 mm. in diameter. With the 
anode control, the bath resistance is first switched on. 
the minus busbar contacted with a sphere while the 
other sphere successively contacts each anode in turn 
while observing the ammeter. Each anode should show 
the same amperage. A lower reading indicates bad con- 
tact for that particular anode and ware opposite this 
anode will be getting a thin deposit. The contact posi- 
tion may be dirty or the anode rod covered with a salt 
crust. 

If the anodes are too narrow for their work, the 
ware will project on each side of the anode and the 
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outside spoons or forks will be underweight. Precisely 
the opposite occurs if the anodes are too wide and pro- 

t on both sides of the work. From the plater’s point 

view. this latter condition is costly, as the disturb- 

ce to the throwing power of the bath is more marked 
this case and more spoons will be overweight. than 

‘re underweight in the previous case, with excessive 

lver consumption above the standard plate. 

Usually a rack holds six spoons or forks and the 
usual practice is to have three racks along the rod. 
(he remedy is to move the two outside racks in rela- 
tion to the anode. Testing of the cathode racks for 
conductivity is done in the same manner as with the 
anodes. For smooth, trouble-free silver plating. the 
busbars and conducting hangers should be cleaned 
daily and the anodes. ware supports and racks should 
he cleaned weekly. 


Impurities in Chromium Plating Baths 


> OF 


Galvano (Paris): vol. 20, No. 178, pp. 23-25. 


Iron and trivalent chromium are the two impurities 
discussed. these being the most commonly occurring 
and the most troublesome. Regarding iron in chro- 
mium baths, a very simple and rapid means permitting 
of ascertaining the presence of iron in the chromium 
solution is as follows: 5 to 6 drops of the bath liquor 
are placed in a beaker filled with water. then a drop 
of hydrochloric acid, a drop of nitric acid (chemically 
pure) and finally, a drop of ammonia. If the bath con- 
tains iron, a yellow flocculant precipitate is formed 
after these additions. The presence of iron in the chro- 
mium bath increases the electrical resistance and this 
necessitates a higher operating voltage. Iron also re- 
duces the throwing power of the bath as soon as it has 
built up to fairly large amounts and affects the bright 
range. The zone of bright chromium, in between the 
upper and lower zones, where milky deposits are ob- 
tained. is narrowed in this manner. Finally, white spots 
on the chromium plate are, in many cases. an indica- 
tion of an excess of iron in the electrolyte. 


Regarding trivalent chromium in the bath, the color 
of the electrolyte is a certain indication of the presence 
of chromates. Thus, a new bath, viewed in a test tube 
or against a white glazed plate on which some drops 
of the solution are placed, has a red tint. This tint 
changes to brown, then to black when the bath is con- 
taminated with trivalent chromium, the tint being more 
pronounced as the amount increases. A suitable con- 
trol is to prepare in a colorless glass bottle a new bath 
sample containing about 300 g./L. which can serve as 
a color standard. From time to time during working, 
a sample is taken and placed in an identical flask or 
bottle and the two samples are then compared by ex- 
posure to a powerful light source. If the color of the 
sample appears reddish-brown this is an indication 
that the bath contains trivalent chromium but not in 
too great an excess. If on the contrary, the bath sample 
appears almost black when examined under transmit- 
ted light and has no transparency, this is an indication 
that there is a high excess of trivalent chromium. 
\llowance must be made with this comparative test if 
the test sample is of concentration greater than 300 
TAL FINISHING. 
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g./L.: a greater concentration tends to darken the 
liquid somewhat. Only analysis can determine the 


actual amount of trivalent chromium present but this 
simple test serves to provide a working check on the 
bath which any unskilled person can apply. It serves 
to give warning to the operator and to enable him to 
take the necessary precautions to avoid the formation 
of trivalent chromium. A particular characteristic of a 
bath with trivalent chromate is the difficulty on rinsing 
of eliminating the film of chromic acid which adheres 
tenaciously even after several water rinses. In such 
cases, the rinsing is facilitated by several minutes ex- 
posure to the air before passing to the first rinse tank. 


Metal Films by Precipitation of Volatilized 
Metals 
R. Erdmann: Vetallober flaeche, vol. 4 No. Q. pp- 


B. 133-5. 

Many metals can be deposited as films by chemical 
reactions from gaseous or volatilized compounds of the 
metal. Thus, copper can be tinned with tin chloride 
which has been volatilized at 500°C. in a current of 
hydrogen: the tin chloride reacts with the hydrogen 
and is decomposed to metallic tin. Tungsten metal can 
be deposited in a similar manner from tungsten oxy- 
chloride in a hydrogen atmosphere and other similar 
processes render possible the deposition of molyb- 
denum, vanadium, uranium, tantalum, aluminum. 
thorium, zirconium, silicon and other metals and non- 
metals. Other processes make use of the precipitation 
of the metal from gaseous metal carbonyl compounds 
at a higher temperature. These processes, although of 
limited application, have the technical advantage that 
they are capable of giving results in certain cases where 
other metallizing processes do not. They give an ex- 
tremely finely divided, uniform and smooth metal coat- 
ing, suitable for use as a mirror surface. The metal 
film obtained is practically pore-free. The film can be 
alloyed with the base metal or again, alloy films can be 
prepared and deposited by simultaneously precipitating 
two or more metals from the vapor phase. These metal 
films can be deposited not only on metals, but on non- 
metallic surfaces, such as glass and plastics. A uniform 
metal deposit is obtained over the whole surface includ- 
ing recesses, borders, hollows etc.: the mobile metal 
vapors behave as do all gaseous fluids. They spread 
out in all directions and penetrate even into the deep- 
est recesses. This is an advantage over plated coatings 
or vacuum metallization techniques; as against the 
latter process also, the drawback of shading or masking 
is absent. 

For mirroring, silver, aluminum and alloys of these 
metals are used, also alloys with a magnesium content 
and sometimes also gold. For aluminum metallized 
mirror surfaces, a subsequent protective film of quartz 
on the metal film gives greater hardness and corrosion 
resistance. With the Superflex mirroring process, a 
reflective power of 98% 
180°C,., 
hydrogen. Rhodium films have special significance for 


is achieved, heat resistance to 
and also resistance to contact with sulfuretted 


transparent mirrors. By the use of non-metallic film. 
low absorption or even absorption-free mirrors can be 
produced. 
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METAL FINISHING publishes, each month, a portion of the inquiries answered as a 
service to subscribers. If any reader disagrees with the answers or knows of better or more 
information on the problem discussed, the information will be gratefully received and the 


sender's name will be kept confidential, if desired. 








Electropolishing Stainless Steel 


Question: | have read with interest 
the article in your November issue re- 
garding the glycerine-phosphoric acid 
method for electropolishing stainless 
steel. One of the difficulties associated 
with the use of glycerine is that there 
occurs appreciable foaming of the bath 
after a short period of use. The bath 
is operated at 250°F.., and there ap- 
pears to be a breakdown of the gly- 
cerine. as well as a decided decrease 
in the polishing action. | would ap- 
preceiate any information you can give 
me on these points. 


5 (3. 


{nswer: | believe the difficulties you 


mention arise from the excessively 
high temperature at which you are 


bath. In Mr. Walton’s 


original article he remarked that the 


using the 


upper temperature limit for good pol- 
(1L04°F.) and that at 
higher temperatures the efficiency falls 
off very rapidly. At 250°F. 
reaction and 


ishing is 40°C, 


t there is 
probably a chemical 


ester formation by the phosphoric 
acid and glycerine, thus destroying the 
eriginal action of the bath. This same 
causing ihe 


reaction could also be 


foaming. 


Cadmium Piating for Salt 
Spray Specs 


Question: Can you tell us how much 
cadmium will be required to protect 
steel sufliciently to withstand a 24 hour 
salt spray test. We have found that 
it seems to require different amounts 
depending on the particular part, even 
when they are all plated in the same 
bath. Any help you can give us will 
be appreciated. 

i oh OY. 3 

{nswer: Normally. on a fairly well 
polished surface, a deposit of cadmium 
0002” thick will steel 


enable parts 
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to pass a 24 hour salt spray test. How- 
ever, much depends on the smooth- 
ness of the surface under the cadmium 
plating. We suspect that the different 
parts you are plating may differ in 
surface finish, and in this case those 
having the greatest surface roughness 
hefore plating will require a some- 
what heavier coating to give the same 
Also, the bath should be 
free of suspended matter, as this will 


protection. 


cause discrepancies and voids in the 
deposit which lead to rapid penetration 
wend corrosion of the base metal. even 
though an adequate thickness of cad- 
mium is present on the parts. 


Chromate Treatment of 
Sherardized Parts 


Question: We have been experiment- 
ing with some parts for a special job 
where we wanted to use a sherardized 
coating, followed by a chromate treat- 
ment to give added protection, So far 
we have been unable to get a good- 
looking chromate job, not at all like we 
thought we should get. We have done 
this chromate work on regular zine 
plate and obtained beautiful results. 
Perhaps you can give us some sug- 
gestions on this particular problem. 

7. 

{nswer: We have never heard of 
this combination before, but suspect 
that the fault lies in the sherardized 
coating itself. In order for the chrom- 
ate treatment to work it is necessary 
to have a pure zine (or very nearly so) 
surface on the parts. This is not the 
case with a sherardized coating, as 
the zinc has been diffused into the 
steel surface to form a zinc-iron alloy. 
Undoubtedly this zinc-iron alloy does 
not respond to the chromate treatment 
in the same manner. that pure zinc 
would, hence the difference in your 
resulis. We doubt if it be possible to 


control the sherardizing operation so 


METAL 


that the diffusion rate is slowed dowy 
sufficiently to leave a substantia! pur, 
zine layer on the surface. One sugges. 
tion, however, would be to plate zin 
onto the parts from the usual plating 
baths, then diffuse the innermost lave; 
of this zine plate into the steel surfac 
by some kind of heat treatment in an 
inert atmosphere. lf this operation 
could be done properly. you would 
wind up with a pure zinc outer coat. 
ing, under which would be a diffused 
alloy laver of zinc-iron. Suck a com. 
posite coating should respond to th 
usual chromate treatment. 
Cleaning Brass Stampings 

Question: In the cleaning of sheet 
brass stampings, we are using a neu 
tral soap and hot water in our burp- 
After the 


process, we wash these parts in boil- 


ishing barrels, burnishing 
ing water preparatory to plating: how 
ever, we are having difficulty getting 
these parts thoroughly clean as 
oily surface still remains on these parts 
which interferes with the proper plat- 
ing. Could you inform us what to us 
to remove this oily surface or oil; 
soap film? 

{nswer: The burnishing barrel 
not used for the removal of oil an 
the work should be absolutely clear 
before entering the barrel since any 
oil remaining on the work will forn 
a film on the burnishing balls and 
prevent proper burnishing. 

We would suggest that you clea 
the brass in a good alkaline or emu 
sion type cleaner to remove the 
and rinse thoroughly before burnis! 
ing. You may also consider  solven! 
degreasing, 

Bright Dip for Britannia Metal 

Question: Is there a bright dip fo: 
Britannia metal? 

inswer: There seems to be no satis 


factory bright dip for Britannia meta 
f | 


comparable to those for copper alloys. 


At times, some “whitening” a: 
may be obtained by immersion 
weak (about 2 0z./gallon) solution © 
caustic soda, kept warm. The tin 
immersion depends on the surface 
dition of the metal excessive 
mersion will have a reverse efle¢ 
the metal. 
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*ickling Accelerators 
Que tion: We have been referred to 
r information concerning an 
ycelerator to use in commercial hy- 


rocl 


stings after heat treatment. Have you 


ric acid for cleaning scale from 


yy information on this? 
{nswer: 
onsidered as accelerators in pickling 


Wetting agents may be 
aths. Wetting agents are used _be- 
ause of their ability to lower the sur- 
which 
ermits the pickling bath to wet the 


fyce tension of the solution 
surface uniformly. This results in a 
wre uniform pickling job. Wetting 
jents for this purpose must satisfy 
\wo requirements: they must be stable 
n acid solutions and must not be 
salted out by the iron which dissolves 
during the pickling operation. 
Bright Dip for Nickel Silver 

Question: We are enclosing several 
nickel silver springs containing 16% 
nickel. 08% 
zinc. It is necessary that these have a 


copper and the balance 


irror bright finish and, inasmuch as 
these are being dipped in very large 
juantities, a dependable dip is essen- 
tial. At present we are using a 1-1 mix- 
lure of nitric and sulfuric acids which 
: fairly satisfactory. We thought, how- 
ver. that you might offer a more re- 
liable mix to bring out the bright fin- 
ish, 

Inswer: The dip you are using is 
satisfactory; however you might try 
the following: 


Sulfuric acid 2 gallons 
Nitric acid 
Water 


Hydrochloric acid ly ounce 


| gallon 
| gallon 


Copper Plating for Carburizing 

Question: Will you please give us 
information on copper plating for 
carburizing? We are copper plating in 
a barrel for this purpose and are hav- 
ing difficulty with the carbon pene- 
trating the copper deposit. 

Answer: In copper plating for se- 
lective carburizing, the thickness of 
copper required depends on the depth 
of case required. To carburize to a 
depth of .010”, it is necessary to cop- 
per plate to a thickness of .0005”. It 
is likely that your trouble is due to 
insufficient copper plate. 

To test the thickness of copper for 
this purpose, remove a piece of work 
from the barrel, wipe dry and clean 
off a spot with a rag wet with alcohol. 
Apply a drop of 1 part C.P. Nitric Acid 
and | part distilled water. Allow the 
drop to remain 9 seconds, then wipe 
off with a clean rag. Repeat until a 
brown coloration appears showing that 
the copper has been dissolved and iron 
is being attacked, Each 9 second period 
represents LOOOOL” of copper. 

For obtaining heavy deposits of 
copper in a barrel. you will require 
at least 6 volts at the barrel and even 
higher voltages may be used. if the 
solution is of proper composition so 
that excessive anode polarization does 


not occur. 


Nickel on Tin or Lead Alloys 


Question: What are the steps neces- 
sary for plating nickel on pewter. lead 
or solder? 

{nswer: Most of the trouble which 
comes from peeling when _ plating 
nickel on pewter. lead or solder is due 
to overcleaning or overpickling. 

It is advisable. when plating work 
of this type, to remove as much of the 
excess grease and dirt by wiping with 
a clean cloth. Then scratch brush te 
remove oxide films. using soap bark 
in water and keeping the work and 
wheel wet. 

Rinse and give a light cleaning in 
an alkaline cleaner suitable for these 
metals. Rinse and dip in 5° muriatic 
acid, or fluoboric rinse and then nickel 
plate. 


Borie Acid in Low pH 
Nickel Baths 

Question: Is boric acid of any value 
in low pH nickel solutions inasmuch 
as the relatively high acid concentra- 
tion in a low pH solution are beyond 

the buffer limits of boric acid? 
Answer: Boric acid is of definite 
value in low pH nickel plating solu- 
tions as it raises the critical current 
density at which burning occurs even 
though its buffering action on the body 
of the solution is negligible. Burning 
is caused by a codeposition of metal 
and oxides or basic salts of nickel 
from the alkaline film which is always 

present adjacent to the cathode. 
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Anti-Tarnish Cloth for Silver 
U. S. Patent 2.590.094. B. Egeberg, 


VW. A. Orr and J. P. Paneuf, assignors 
to The International Silver Co. 


The method of making a woven 
textile fabric material for protecting 
the like 


which comprises incorporating at in- 


silverware and from tarnish 
tervals in the fabric during the weav- 
ing thereof threads of a suitable tar- 
nish prevention metal and then nap- 
ping the fibrous threads to conceal the 


metallic threads. 

A.C. Stripping of Copper 
Patent 2.588.566. R. L. Peaslee, 
assignor to Curtiss-Wright Corp. 
The 


from the surfaces of a pair of metallic 


U.S. 


process of removing copper 


bodies: said process comprising the 
steps of immersing said bodies in a 
solution consisting of ammonium car- 
bonate in water having 0.5 to 15 
ounces of copper dissolved therein per 
gallon of solution; and passing an al- 
ternating current through said  solu- 
tion with said bodies comprising op- 
posite electrodes for said current, said 
alternating current comprising conven- 
tional symmetrical alternating current 
having a frequency of 60 cycles per 


second. 


Automatic Plating Machine 


U. S. Patent 2.588.910. J. V. Davis, 
assignor to The Udylite Corp. 


In a continuous plating apparatus, a 
tank. a rail lying over said tank length- 
wise thereof, said rail having a plur- 
ality of supports for work pieces car- 
ried thereby in spaced relationship, an 
anode rail lying parallel to the first 
rail also carrying a plurality of anodes 
spaced in opposing relationship to 
said work pieces. means for intermit- 
tently moving said supports along said 
first-mentioned rail, and oscillating 
frame means connected in synchronism 
first for 


intermittently moving said anode rail 


with said mentioned means 


transversely of said first rail during 


the dwell in the movement of the work 
pieces thereon, the oscillation of the 
anode rail being in an amplitude sufh- 
cient to bring said anodes in close 


proximity to said work pieces. 


Anti-Tarnish Cloth for Silver 


U. S. Patent 2,590,095, B. Egeberg, 
VW. A. Orr, and J. P. Phaneuf. assign- 
ors to The International Silver Co. 


\ silverware container having a 
coating on the inner side thereof com- 
prising a layer of adhesive, particles 
of metallic silver scattered over and 


secured in place by said adhesive, 
and porous fibrous organic flock ma- 
terial anchored by said adhesive and 
extending and the 


over concealing 


silver particles. 
Phosphate Treatment for Zine 
U.S. Patent 2.591.479, H. K. Ward, 
assignor to Parker Rust Proof Co. 


The method for coating zinc sur- 
the 
treating the surface with an aqueous 


faces which comprises step of 
solution which consists essentially of 
about 1-2 per cent phosphate ion, an 
ion of the group consisting of the zine 
ion and the manganese ion in a pro- 
portion to form dihydrogen phosphate 
with said phosphate ion, at least 0.2 
per cent nickel ion and at least 0.16 


per cent fluoborate ion. 


Automatic Plating Machine 


U. S. Patent 2.591.681. J. V. Davis, 
assignor to The Udylite Corp. 


In a work-immersion apparatus, a 
series of bath receptacles, an alined 
series of spaced rail sections fixedly 
said receptacles, a 


supported over 


chassis movably mounted over said 
receptacles, timed means for moving 
said chassis up and down over said 
receptacles, a series of spaced rail sec- 
tions carried by said chassis and 
adapted to fit in the spaces between 
the first named sections and contigu- 
ously therewith, in the lower position 


of the chassis. and a chassis section 
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movable independently of said chassis. 
an independent rail section carried }y 
said chassis section and positioned to 
aline contiguously with a rail section 
carried by said chassis. and work-ad. 
vancing means carried by said chassis 


and chassis section. 


Machine 


U. S. Patent 2.591.682. is V. Davis. 
assignor to The Udylite Corp. 


Automatic Plating 


In a work-immersion apparatus. a 
series of bath receptacles. an alined 
series of spaced rail sections fixedly 
supported over said receptacles, a 
chassis movably mounted over said re- 
ceptacles, timer-controlled means for 
moving said chassis up and down over 
said receptacles, a series of spaced rail 
sections carried by said chassis and 
adapted to fit in the spaces between the 
first named sections, in the lower posi- 
tion of the chassis, a laterally slidable 
carriage carried by said chassis. one of 
the second named spaced rail sections 
being mounted on said carriage, timer- 
controlled means for projecting and 
retracting said carriage while in the 
raised position, an alternative recep 
tacle laterally opposite one of the first 
named receptacles, and positioned to 
receive work suspended from the last 
named rail section. and work-advane- 
ing means carried by said chassis fo 
moving work on said rail sections. 


Continuous Treatment of Strip 


U. S. Patent 2.592.282. R. Hodil. as 


signor to Granite City Steel Co.. Ine. 


The continuous process of preparing 
and coating rolled strip or sheet steel 
with another metal which comprises 
passing the steel through a_ relatively 
bath 


opens the grain boundaries of the stee! 


dilute nitric acid which — only 


without destroying or removing the 
same and which exposes undesi! ible 
material precipitated therein during 
the solidification, heating and roiling 
thereof, thence through a pluralit of 
first of said zones 


heated zones. the 
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ping © preheating zone to bring the 
fempel ture of said steel to up to ap- 
LOOO°F, and 


xsentially of a nitrogenous non-oxi- 


proximately consisting 
lizing itmosphere containing a rela- 
svely small quantity of hydrogen and 
_ relatively smaller quantity of water 
‘apor. the amounts and proportions of 
-drogen and water vapor being sufh- 
ent to aid in the removal of the unde- 
sirable material exposed by the nitric 
vid bath and any remaining rolling 
ls and other contaminations from 
previous steps of prior processing, an- 
ther of said zones being an annealing 
one and consisting essentially of a 
nitrogenous non-oxidizing atmosphere 
ontaining a relatively small quantity 
{ hydrogen and a relatively smaller 
uantity of water vapor. the amounts 
aud proportions of hydrogen and 
vater vapor being sufficient to com- 
vlete the removal of the contamina- 
ions. thus completing preparation of 
the surface without creating a new 
uirface and protecting said surface 
from oxidation at the temperatures of 
aid heated atmospheres, — thence 
through a cooling zone consisting es- 
vntially of a nitrogenous non-oxidiz- 
ing atmosphere containing a relatively 
small quantity of hydrogen and a rela- 
lively smaller quantity of water vapor. 
the amounts and proportions of hy- 
drogen and water vapor being suffici- 
ent to completely protect and prevent 
oxidation of said prepared surface and 
thence immediately through a molten 
bath of such other coating metal to 
directly apply the same to said com- 
pletely prepared surface. 


Ultrasonic Deburring 


U.S. Patent 2.591.083. H. N. Maier, 
assignor to Doehler-Jarvis Corp. 


\pparatus for removing flash, fin. 
ind or burr from objects, said appar- 
itus comprising a stationary container 
‘or a body of liquid, two spaced vi- 
'ratile diaphragms contacting said li- 
juid. means to vibrate one of said 
liaphragms, and means to vibraté the 
ther diaphragm at the same frequency 
ut with a difference in phase relative 
io the first diaphragm. 


Bright Copper Plating Bath 


(.S. Patent 2.582.233. A. E. Chester 


nd}. F, Reisinger, assignors to Poor 
& Co. 


\ plating bath comprising an alka- 
ine Copper cyanide bath containing in 





so 


ulion a sulfided polyamine resulting 
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from the condensation between one 
atom of sulfur and two mols of an 


amino compound. 

Plating Zippers 
U.S. Patent 2.591.042. H. Berman and 
R. 1. Prupis, assignors to Conmar 

Products Corp. 

\pparatus for electrolytically treat- 
ing an elongated chain of discrete 
metallic members secured in insulated- 
ly spaced relation on a nonmetallic 
carrier, said apparatus comprising a 
tank for an electrolyte, an endless web 
of relatively soft porous material hav- 
in a part thereof 
electrolyte and mounted for movement 


immersed in the 


in a fixed path throuh said electrolyte. 
means to guide the aforesaid chain of 
members longitudinally of and in rela- 
tively tight engagement with a portion 
of said web so that the members tend 
to embed themselves slightly in the 
web, means for moving said web and 
chain of members in unison, a metal 
band having a portion thereof extend- 
ing collaterally of the aforesaid por- 
iion of the web and tightly contacting 
the side of said chain opposite the 
web, and means for applying a differ- 
ence in electric potential between said 
metal band and said electrolyte-satur- 


ated web. 
Tubular Metallic Wave Guides 


U.S. Patent 2.592.614. W. B. Stoddard, 
Jr., assignor to The Champion Paper & 
Fibre Co. 

Method of making tubular metallic 
wave guides, which comprises: form- 
ing a fusible metallic core; treating the 
core in a solution characterized by the 
presence of an acid radical containing 
a metal chosen from the class consist- 
ing of vanadium, chromium, molyb- 
denum and tungsten: electrolytically 
forming thereover a layer of copper: 
electrodepositing thereover a layer of 
silver: electrodepositing a layer of 
nickel over said silver layer: fusing the 
core in situ and removing the core 
metal; cleaning out residual core met- 
al: and thereafter chemically dissolv- 
ing the copper layer in a strongly am- 
moniacal solution of divalent copper to 
leave the inner surface of the wave 
cuide clean and smooth. 

Electroplating in a Non- 
Conductive Tube 
U.S. Patent 2.592.810. J. B. Kushner. 
\ method of electroplating an object 


in a non-conductive tube which is open 
at each end thereof and which is closed 


1952 


intermediate said ends save at a lateral 
inlet of said tube which is located inter- 
mediate said open ends, which consists 
in moving said object unidirectionally 
into said tube through one of said ends 
and through said tube and out of said 
tube through the other of said ends, 
connecting said object during said 
movement to the negative terminal of a 
source of unidirectional current, fore- 
ing liquid electrolyte laterally into said 
tube at said lateral inlet to strike said 
object laterally at said inlet. said liquid 
electrolyte being thus forced laterally 
into said tube at said inlet at sufhcient 
lateral velocity to strike the part of the 
closed wall of said tube which is alined 
laterally with said inlet and to abruptly 
change the direction of said laterally 
forced liquid electrolyte and to produce 
a zone of turbulence at said inlet and 
said part of said closed wall. said later- 
al velocity being sufficient to fill said 
tube and to produce respective streams 
of electrolyte which flow in respective 
opposed directions in turbulent flow 
away from said lateral inlet towards 
and out of said open ends. and passing 
unidirectional plating current from the 
positive terminal of said source 
through anode means and said elect- 
rolyte, said anode means being at least 
partially located in said zone of turbu- 


lence. 


Aluminum Brightener 


U. S. Patent 2.593.447. F. H. Hesch, 
assignor to The Permanente Metals 
Corp. 

An aqueous solution for chemically 
brightening aluminum and aluminum 
alloys consisting essentially of about .5 
to 5° nitric acid, about .OL to 0.5% 
hydrofluoric acid, about .O1 to 0.5% 
about .O1 to 1‘, 


acid (calculated as CrQ.). 


ammonia chromic 


by weight. 


Electrolytic Polishing 
U.S. Patent 2.594.124. P. A. Charles- 
worth. 


\ method for the electrolytic polish- 
ing of metals employing an electrolyte 
consisting essentially of an aqueous 
solution of sulphuric acid and phos- 
phoric acid, which comprises immers- 
ing the article to be polished as the 
anode in the acid solution having an 
acid concentration of between 50° 
and 80°. by weight of the solution and 
a ratio of sulphuric acid to phosphoric 
acid greater than 5 to 3. and which 
contains an additive of between 0.3% 
and 5‘~ by weight of the solution and 


consisting of aniline. 


73 








Ohad 0 | 


‘(-— 








_ Recent Developments 


New Methods, Materials and Equipment 
for 


the Metal Finishing Industries 











Belt Grinding with 
Portable Tools 


The Carborundum Co.. Dept. MF. 
Viagara Falls, N. Y. 


\n entirely new concept of portable 
grinding is the result of the introduc- 
attachment 


tion of a new which per- 


mits the use of abrasive belts on 
straight spindle air and electric port- 
able tools, 

Announced jointly by the above firm 
and Buckeye Tool Corporation, Day- 
ton, Ohio. the new belt grinding §at- 
tachment offers the possibility of a 
completely new range of applications 
for the versatile portable tool, 

The 


weight aluminum castings. consists of 


attachment. made from light 
an idler pulley. the supporting mech- 
anism, and a contact wheel: the latter 
being mounted on the tool spindle. 
small-sized 


The contact wheel is a 


version of the serrated “61” wheel 
by Carborundum currently proving so 
successful in backstand belt grinding 
and polishing operations. The unit is 
attached by a split bracket to the cas- 
ing of the tool where grinding wheel 
This 


bracket makes the attachment adapt- 


guards are normally mounted, 


able to almost any portable tool of the 
proper speed and type. 


In extensive field tests of the two 


models now available. the mainten- 
ance of tool spindle speeds proved to 
be an important factor in achieving 
highest metal removal efficiency and 
maximum abrasive belt life. Excellent 
these tests obtained 


results in were 


using a Buckeye “C” Series horizontal 
grinder with a 2” x 1” contact wheel 
and a Buckeye “D” Series grinder 
with the 4” x 2” wheel. These tools 
spindle speeds of 
9.000 


from 


deliver constant 
15.000 
spectively. 
10.000 


recommended for efficient belt 


r.p.m. and r.p.m. re- 
9.000 to 


minute are 


Speeds 
surface feet per 
usage 
wherever possible. Initial belt sizes for 
and 
\ wide variety of grit sizes 


these two models are 12” x 1” 


ao" x 2. 
and backings may be used. 


Both 


available 


models of the new unit are 


The 


Company as the “61” 


Carborundum 
Portabelt Grind- 
Buckeye 


from 
ing Attachment. and = from \ 
Tool Corporation as the Buckeye Belt 
Grinding Attachment. 


Neoprene Base Coating 


The Atlas Mineral Products Co.. 
Dept. MF. Mertztown, Pa. 


This company announces Neelium, 


a new high-solids liquid Neoprene 
solution which can be readily brushed 
and cured at ordinary temperatures to 
form a thick resilient protective film. 
This coating has been designed spe- 
cifically as an industrial maintenance 
coating with the object of producing 
a high quality coating of maximum 
thickness with a minimum amount of 


labor. 


The product is freshly compounded 


with accelerator and brush applied 


over a properly prepared — surface 
primed with a Neoprene-base primer. 


Neo- 


excellent 


Since 


Neelium is) based on 


prene, it is characterized by 
resistance to acids. alkalies. oils. ali- 


hvdroearbons. sunlight and 


{ nlike 


able low solids liquid Neoprene main- 


phatic 


weathering. previously avail- 
tenance coatings. the new product has 


a solids content of greater than 60°%, 


METAL 


Belt 


Curtis Machine Division. Lincoly 
Park Industries, Inc., Dept. MF. 1300 
East Second St., Jamestown. N\,. Y, 


Polisher for Small Radius 


This model 100 


radius contour grinder and_ polisher, 


firm announces 
of welded steel construction permiting 


constant grinding and_ polishing of 
small radius contours with a minimum 
fatigue. A 


floor 


of machine minimum 


amount of space is consumed 
with this small compact unit 46” high 
1) 


or 


and 18” base and the standard 
sealed ball bearing spindle design pel 
mits quick change of contact wheels 
with various width, shapes. diamete! 
and durometer. Positive convenient 
tracking mechanism permits the track 
ing of coated abrasive belts from !y- 
to 2” widths. Standard belt length is 


111” 


wheel arm permits either sitting 0! 


while the adjustable contact 
standing operation of the machine. 
with adjustment of 30” to 

floor level. 


Introductory Sample Card 
Weldon Roberts Rubber Co.. Dep! 
VF, 6th Ave. & North 15th 
Vewark 7, N. J. 


Production and methods men ¢o! 
cerned with solving problems in ft 
ishing—including work on lightw igh! 
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1 of 
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high 
{ 1," 
1 per: 
vheels 
mete! 
nient 
track: 


chine. 


tron 





yin tn. dural. alelad, — stainless 
mi-precious metals, plastics. 
d materials and combinations, 
wd. iard rubber, glass—will be in- 
reste) in a new introductory sample 
rd Brightboy rubber-cushioned 
rasives. just issued by Weldon Ro- 
erts Rubber Co, 

Phe working-size hand _ tablets 

eal of three textures—are mount- 
1 Ol he card. 

[he introductory sample card may 

obtained gratis. Write Brightboy 
industrial Division of the above firm. 


Motorized Portable Filter 


Commerctal Filters Corp... Dept. MF. 
0 West Third St.. Boston 27, Mass. 


\ new item was exhibited for the 
irst time by this firm at the Industrial 
finishing Exposition in Chicago. A 
notorized =portable Fulflo Plating 
filter is available in five sizes, namely, 
with one, two, three, six and_ twelve- 
tube filters for flow rates of LOO, 300, 
(00. and 1200 gallons per minute. 

The filters and pumps are of 316 
dainless steel, with spatter proof 
notors of the proper size to give the 






aging, PRESSURE 
CONTROL 


STARTER 
wr switte wiTH 
OVERLOAD RELAY 


“ow rates noted above. Replaceable 
Honeycomb Filter Tubes for the filters 
re available in various precision con- 
olled densities. including — special 
pes of tubes specifically developed 
‘or plating solutions. These Honey- 
mb Filter Tubes for plating solu- 
ms are available with cores of tinned 
pper. steel. stainless steel and nickel 

resist the erosive action of various 
ating solutions. 


Industrial Roof Ventilator 
ripar Products. Inc.. Dept. MF, 
log WV. Eleven Vile Road. Royal 
Val ich. 


Because of minimum restriction to 


lI LL 
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WYANDOTTE 


CHEMICALS 





“Wyandotte 38 
cleans fast. 
& a. 99 
rinses freely 


L. A. Darling Corp. executive 


It may well be that you could profit- 
ably take a tip from this progressive 
manufacturer of gleaming display racks 


and fixtures. 


“Clear, bright plate is essential for 
the display racks we manufacture,” 
says Charles Rzepka, superintendent 
of plating of the L. A. Darling Cor- 
poration, Bronson, Michigan. “That’s 
why we use Wyandotte Metal Cleaner 
No. 38 prior to plating. 


“Wyandotte 38 gives thorough 
electrocleaning ... removes fabri- 
cating compounds, lint. shop dirt 
and fingerprints quickly. And it 
rinses freely, saving rejects due to 
clouded plates.” 


Specialists in Industrial Cleaning Products 














For other cleaning operations, the 
Darling Corporation uses other 
Wyandotte metal cleaners, which are 
equally helpful in maintaining quality 


production at minimum cost. 


Whatever your cleaning needs, get 
in touch with your helpful Wvandott 
representative, or write us for. fre: 
technical information 
and help. Wyandott 
Chemicals Corporation 
Wyandotte . Mich.; also 
Los Angel l Ca 





Largest manufacturers of specialized cleaning products for business and industry 





yandotte CHEMICALS 


Helpful service representatives in 138 cities in the U.S 


ind Canaas 





ed a | 








CHEMICALLY PURE WATER 


“Ae 


“ee ~ 


only a few cents a thousand gallons 


uth INDUSTRIAL 


Water Demineralizers 


A two-bed INDUSTRIAL demineralizer unit. 
Standard units are available with capaci- 
ties of 200 to 1000 gph. Special units of any 
capacity are engineered to requirements, 


Ss Be re a 

These two difficulties in plating can be eliminated with one stroke— 
chemically pure water. Pure water in plating solutions improves the 
over-all quality of plated coatings. The use of pure water for hot rinses 
prevents stains and water marks after drying. With an INDUSTRIAL 
demineralizer chemically pure water costs so little that the unit pays 
for itself in a short time. It’s easy to install and operate, and requires 
very little floor space. 


Write for Bulletin 200 


or send us a water analysis, letting us know 

the amount of treated water required in gallons 
per hour, and whether intermittent or continuous 
flow is needed. We will then give you the whole 
demineralizer story, including estimated cost, 
equipment required, performance data, etc. 

for your requirements. 


eee 


for solution clarification... 


= INDUSTRIAL Filters 
A typical INDUSTRIAL stationary filter. 


Standard portable and stationary models are 'f 


=~ OT, 
N LL 





, ty \ 
available with capacities 100 to 15,000 > | 
L 


a “ 
gph. Special filtering systems are 
engineered to meet unusual requirements. 


Write for Full Information and Recommendations 


FILTERS PUMPS 
| Pressure Type Centrifugal 


CORROSION TESTING APPAR 
Salt Fog » Humidity 


INDUSTRIAL FILTER & PUMP wre. co. 


5906 Ogden Avenue 
Chicago 50, Illinois 


RUBBER DIVISION 


WATER 
|teanize Linings + Molded Products 


DEMINERALIZERS 





METAL 


impede air flow, this Posit-Aire 
type ventilator moves maxin 
ume of air in range of 5,000 | 


Sa {4 


A 


roof 
n Vo}. 


15.000 


|: @_— 
2 


cubic feet per minute, depending upon 
size. The instant the fan 
mechanically 


is started, 
actuated louvers open 
fully and automatically. Power to open 
louvers is provided by the fan drive 
motor through simple _ lever-clutch 
mechanism. Immediately when fan js 
stopped, louvers close positively and 
lock in closed position until unit is 
turned on again. 

This automatic louver design pre. 
vents entrance of rain or snow, elim- 
drafts or “stack effect” 
is not operating and_ prevents 


inates when 
unit 
back-draft or entrance of outside air. 
fire hazard by 
eliminating draft through roof in event 
of a fire. Because louvers lock closed. 
burglar and 


afforded. 


Exhaust air discharges upward to 


It offers reduction in 


sabotage protection 


protect roof from damage by fumes 
or moisture removed from plant. En- 
gineered for field erection, unit cal 
be supplied without motor or base for 
economy in shipping, storage and 
handling. Low silhouette affords al 
tractive appearance = on building 
Standard sizes range from 24 to 40 
inches. Special sizes, top or botton 
motor mountings, or belt driven unils 
for use in corrosive atmospheres ¢a! 
be furnished. Interiors and mechanis! 
can be supplied with protective coat 
ings for moisture and corrosion pro 
tection. 


Protective Coating 


Wisconsin Protective Coating ©. 
Dept. MF, 426 Elizabeth St... Green 
Bay. Wis. 


Plasite 7100, a new protectis coat: 
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On any steel blackening problem 


DEPEND onDU-LITE 
for a Superior Finish 


Here's an 


Courtesy The Poly Choke Co. 
Du-Lite gave this part with its compli- 
cated knurls, slots, threads, etc. a fine 
rust-resistant durable black finish. It is 
typical of many other parts, small and 
large, which have been black oxidized 
by Du-Lite for many years. Moreover, 
Du-Lite meets most individual and 
government specifications including 
57-0-2C for Type Ill Black Oxide finish. 


Typical Du-Lite installation ‘¥ 


rr A 





Du-Lite installations are simple, compact, 
easy to operate. Du-Lite equipment can 
be tailored to fit production require- 
ments on all types of jobs with a maxi- 
mum of speed and economy. Du-Lite 
also makes a complete line of cleaners, 
strippers, wetting agents, passivating 
agents, rust preventatives, burnishing 
compounds etc. for any metal finishing 
application. 


See your nearest Du-Lite Field Engineer 
or write for more information. 


7 DOeeeenaeraseaeneanasese® 
'DU-LITE CHEMICAL CORP. ; 
1 MIDDLETOWN, CONN. > 
ry Rush information on your metal 
: finishing products. 7 

a 
} Nome : 
} Company - 
: Address ‘ 

t 
: City ee eT: ne ’ H 


Du-Lite 


METAL FINISHING SPECIALISTS 


METAL FINISHING, 


July, 


ing with outstanding resistance to hot 
and cold acids. alkali. water and sol- 
vents has been developed by the above 
Plasite 7100 cures at 
70°F. or 
and can be applied to metal. wood. 


manufacturer. 
room temperature above. 
concrete and asbestos board by spray. 
brush or dip. Film thickness of .015” 
difficulty. 
This new coating has excellent adhe- 


can be obtained without 


sion. flexibility and abrasion resist- 
ance. It is recommended as a coating 
material for chemical processing 
equipment, ducts, blowers. tanks. tank 
cars, water 
tanks. It is an excellent maintenance 
coating. Plasite 7100 has been field 


tested for several years under various 


softeners and hot water 


corrosive conditions with excellent re- 
sults. 
Barrel Finishing Machine 


Co., Dept. 
Cleveland 


Rampe Manufacturing 
WF, 3320 St. Clair 
14, O. 


Ave.. 


The above firm recently added a 
new low-priced barrel finishing ma- 
chine to their line of tumbler-mixers. 

This Model TMK has a hexagonal 
steel burring barrel of 200-pound ca- 
pacity which is turned at 33 r.p.m. by 
a 4 H.P. 110 volt AC single phase 
motor. The machine is of sturdy con- 
struction throughout and is intended 
for production finishing of small parts 
or small lots of large parts. 
anti-friction 
bearings throughout. automatic slack 
take-up to keep turntable belt tight. 
x 19”, height 
33”, and weight 130 pounds. Barrels 


Specifications include 


floor space required 36” 


furnished either unlined or lined with 





Vinyl Plastic which is resistant to oil 
and chemicals. 
The 


send complete information and litera- 


manufacturer will be glad to 


model as well as their 


other types of Tumbler-Mixers. 


ture on this 


1952 


for 
LONGER LIFE 


PLA-TANK 


Resin-Bonded Fiberglas « 





Many concerns are finding there’s 
nothing like PLA-TANK for use with 


acids, plating solutions, emulsion 
cleaners, etc. Made of Fiberglas, 
impregnated, bonded with _ resins, 
molded into rigid, strong units — 


tanks, hoods and many other items 
last longer, cost less and will with- 
stand lots of abuse. Equally resistant 
inside and out. 


TANKS 


IN STOCK 





These sturdy, economical tanks are 
available from stock in sizes from 
12" = 12° 2 12" te 72" x 3" x 
Special sizes made to order. Special 
features such as holes, overflow dams, 
etc., can be built-in to order on all 


sizes. Try these tanks on your plating 
line. You'll be amazed at their long 
life. 





rigid and strong 
— pipes for conveying acids; linings 


Ventilating Hoods 
PLA-TANK is 

also an excellent 

material for 

Fume Exhaust 

Systems. Hoods 

and duct work 

yet light in *# 
weight—at 

costs less than for usual corrosion 
resistant materials. Some sizes of 
hoods in stock —others on special 
order. Try them — you'll never use 
anything else. 

for tanks or pits so large they must be 
welded in place on the job; plating 
barrels; crocks these are but a few. 
Hundreds of satisfied customers can 
testify to the durability of PLA- 
TANK. Try it yourself in your own 
plant. Write us for tables of standard 


are welded into 
sizes, prices and chemical resistance 


one sturdy unit, 
PLA-TANK has dozens of other uses 
reports. 


THE 





CORPORATION 


‘58 Waltham Ave., Springfield 9, Mass. 


sé 











Cheaneps 


Point L tne? 


The electro-cleaning compound that works effectively on steel would irretrievably 
damage soft metal parts like zinc or aluminum. A material suitable for steel and 
brass combinations would not be satisfactory for all steel pieces. 


Choose the Cleaner Your Parts Need 


The Magnus line of electro-cleaning compounds has been designed to meet each specific 
condition safely and efficiently. And they have the following essential properties in common: 


1—Adequate Carrying Capacity for Required Current Densities. 
2—Completely Adaptable to Anodic or Cathodic Cleaning—or Both. 
3—Exceptionally Long Solution Life—Often Twice That of Ordinary Metals. 


4—Concurrent Chemical Cleaning Action. 


Tell us what parts you clean electrolytically. Then we can work with you in selecting the Magnus 
Cleaners best adapted to your needs. We'll be glad to make test runs on your various products 
in the Magnus laboratory so that you can see the exact results you can expect from each specific 
Magnus Electro-Cleaning Compound, with due attention paid to water conditions and other 


governing factors. 


MAGNUS CHEMICAL CO. « 11 South Ave., Garwood, N. J. 
In Canada — Magnus Chemicals, Ltd., Montreal. 
Service representatives in principal cities. 


New Materials Handling System 

ilbert H esling & Sons, Inc.. Dept. 
WF, 2912 West Lake St., 
12, Til. 


Chicago 


Said. by the manufacturer, to be 


the only materials handling system 
of its kind in the country, and em- 
ploying hardwood construction, this 


offers 


and economy of operation. 


system simplicity. flexibility, 


The system is based on a master 


hardwood unit with 


dimensions 24” long by 


inside working 
P21,"" 


The bottom is made up of 1%” hard- 


deep. 
wood dowels 
| Ln” 


running widthwise on 
This affords sufficient 
support for metal parts being loaded 


centers. 


and plenty of opening for free drain- 
ing of liquids or passage of air. Slots 


73 


in the ends and sides of the unit per- 
mit thousands of space combinations 
to be set up by using crosswise and 
lengthwise hardwood dowel dividers. 
The dividers protect the metal parts 
(being handled) from each other and 
reduce part damage and loss from 
chipping or denting. 

Build-up sections which may be 
added to the Master Unit for parts 
that are too tall to handle. are the 
same size and construction as_ the 
Master Unit except that they have no 
dowel bottom. However. cross dowel- 
ing for space combinations can be set 
up to match the Master Unit. 

Steel corner construction which ex- 
tends slightly above the top edge of 
each unit serves to add rigidity to the 
units, protects the 


corners from 


METAL 


scufling and tearing. and is 
guide when stacking the uni! 

It is claimed the boxes a) 
obsoleted because of changes 
size of parts being produced 
each unit can be rearrange: 
adapted to the new parts in a 


of minutes. 


which — lies 
of the Masi 


used for small parts 


\ peg tray 
dowelled bottom 
can be 
bushing or gears. The peg tray 
of 3/16” tempered board wi 
3/16” holes on 9/16” 


are made of 


centers 
hardwood and_ projec} 


one inch above base of the t 
Universal Pipe Supporter 
Knapp Mills, Ine., Dept. MF, 23-15 
Borden Ave., Long Island Cit ; 

duce 

Patents are pending for a new l, mod 
versal Pipe Supporter, on which ¢! man 
produ Mar 
tion, Sum 
This 


efforts of the company to correct 


above firm has commenced 


invention resulted nthe ) to 
troublesome handicap in the emplo 

ment of 
coils. as required in the 


lead heating and cooling 
processing 0! 
a variety of corrosive acids. 

Figure | shows the Knapp li 
versal Pipe Supporter completely as 
sembled with the leg resting in th 
stand: the cradle has been  slippe 
over the top of the leg and_ precis 


positioned. The weight of the pi 
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afety forces the cradle to tilt down against 


» | and freeze into position. Note A FEW OF THE MANY 


neve) hat dges are used to secure the 
- be | 
1 th oo in the stand and to insure the E o g at A » 4 ~~ 








































ause osition of the cradle. 
and Figure 2 shows the components of PRODUCTS 
atte; be Kuapp Universal Pipe Supporter 
eparalely. At the top is the slotted 
thi radl ready to slide down over the STYLE C-20 
Unit eg, The leg. wedges, and stand appear CONTACT WHEELS 
h as helow and F-26 Belt Lubricant 
ison Synclinal Filters A C-20 flexible Contact Wheel will 
Oo! if form itself to the shape of the work 
Peos Varvel Engineering Co., Dept. MF, and permit the abrasive felt t 
roject 627 We. Jackson Blvd., Chicago 8, Ill. na perro py nt ZIiPPO BUFFS 
Marvel Synclinal Filters, favored by eons ict oe ae te yas x ait e so a : 
r hundreds of manufacturers and users smoother and brighter surfaces structed of high count bias-cut cloth or 
93. hydraulic and other low pressure een paieas cauceauiees Ps 
vj il re¢ irculating systems are now pro- and center diameters 
duced for filtering water. Adapting all 
lL models for water use is the result of 
h th many requests for the advantages of 
oduc- JJ Marvel's balanced synclinal design. 
Sump type available in capacities from 
=? 5 to LOO G.P.M. and the line type from ‘ 
ect 3 5 to 50 G.P.M. Monel mesh sizes from k 
iplo oarse 30 to fine 200. No changes 3 
volt have been made in the basic design. 
no of ¥@ Line types still operate in any position 
; and may be serviced without disturb- 
1, ing pipe connections. Both sump and 
lV as ne type models may be disassembled, A complete line of buffing compounds in bar form as well as in liquid form for brush or spray 
“— cleaned and reassembled on the spot application. Also Flex-A-Giu polishing wheel cements. 
‘pp by any workman. The balanced syn- Our Laboratory and Sales Engineering staff would welcome the opportunity to be of help in solving 
i clinal design provides maximum filter- your finishing problems. Send for descriptive literature 
" ng area with a large capacity for ac- 
umulating filtered out matter. thus } 
lowing longer periods of operations EOR el Ja\)( M AG (G 0) 2 
l “THE FOUR McALEERS™ 
it Cc 
| 
ga MANUFACTURED IN CANADA BY JOHN GALLOWAY LTD., KITCHENER, ONT. 
ing data on the filters for either oil, evaporator influx. diluting of bulk 
water or other liquids may be had by heavy chemicals, and on many other 
writing. jobs where accurate control of flow | 
——_—— raie has resulted in a better product, 
increased economy. and smoother pro- 
W. A. Kates Co., Dept. MF. Deer- duction schedules. 
field. Ill. Operation of this low-cost regulator 
Recent modifications in the Kates is claimed to be simple and trouble- 
direct-acting flow rate regulator are free. Just set the calibrated dial to 
reported by the manufacturer to pro- the desired flow rate and despite 
vide greater accuracy and improved pressure fluctuations in either the in- 
performance on all liquid flow control let or outlet lines. the regulator auto- 
problems. matically holds flow to the set rate. 
Designed for use wherever liquids When combined with a_ centrifugal 
are handled, the new regulator is pump, the regulator will give propor- 
claimed to be particularly well-adapted tioning control equal to that of much 
i to such jobs as blending and propor- more costly equipment. Action of the 
= tioning. solvent extraction, controlling regulator is quick and positive. with- 
= filter effluent, water treatment and out the hunting or time lags normally | 
deionizing, chemical process control. associated with elaborate systems. 
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R. O. Hull & Company, In Dept, 
MF, 1308 Parsons Court, Rock) 
16, O. 





NU er 


**There’s no single tumbling . 
A new silver brightener known as 


Rohco Imperial Silver Brightener has 
been announced by the above com. 


barrel — or one barrel speed — 


that will satisfy all types of 
ca pany. According to the manufacturer. 


- . “ 99 . . 
tumbling requirements. this product has exceptional qualities 


for both decorative and industria! plat. wi 
ing. 


BUT: ee there is ONE source of Supply for For decorative silver brightening it 


] 


, : ; gives a lustrous, satin finish that js 
reliable tumbling barrels and equipment to meet every smooth and soft. especially important 
“ c . . . c >) re ) 


tumbling need. in filigrees and other recesses. Other 
features claimed are: in many cases ) 
brushing can be eliminated: improves 5 


HENDERSON BROTHERS offers, from a covering power over lead alloys: o1VeS 


wide range of tumbling equipment: better solderability; operates in any 
normal silver plating bath to give up 


a se s 2E, ive —— Sal S ‘ e ° 
@ a set speed drive—for long production runs. to 214 times the usual production and 





@ a variable speed unit —range far wider plating range; easy to con- ™ 

8 to 40 RPM on tilting or horizon- trol. ibbei 
tal barrels —for job shop or job lot For industrial silver brightening: sc. 
tumbling. highest production with existing equip- por 

ment—in many cases production rate hig 

° meryeone ee eae ee can be increased 2 to 3 times: uni- “y 
— cre nent ae formity of quality and color with |Jpyplac 
ies greatest possible ease of control (con- shoul 

@ wood or rubber-lined horizon- centration of brightener not critical) ; he n 
tal or tilt-type barrels —for polish- especially useful for barrel and _ still e si 

ing and burnishing. plating of contact pins, complex elec- er-Ri 
tronic parts, soldered assemblies 01 duce 

A single compartment other dissimilar metals. 1! pounds cy 

wood-lined barrel. of Rohco Imperial Brightener pet The 

Since 1880 Designers and Producers of Tumbling Barrel Equipment. SEnETOG gamete “4 veqquired, Ps 2rd ehr-] 

ufacturer states that this brightener is all a 


not recommended for exceptional) 


THE HENDERSON 34° Oke COMPANY | heavy silver deposits such as bearings. 4 


135 S. LEONARD ST., WATERBURY, CONN. Details and prices are available by 














& Bete: 
writing the manufacturer. 1 
1e 
ea ee a . , 77 . &§ 1p 
Abrasive Belt Contact Wheels | Piee! 
“¢ > s is » sté ati re ires ° . a rothe 
can be Parag a re _ Behr-Manning Corp., Division of } | 
no specie ooIs, ane mr: ye c -} . , e. 50 
alin — — Vorton Company, Dept. MF. Troy. § 
quickly. N.Y. BE The 
) 
S; ety vale __— tubl 
afety Goggle The above manufacturer has been aes 
American Optical Co., Dept. MF, instrumental in the development ot ey 
Southbridge. Mass. an entirely new design in abrasive belt wai 
\ fet ——r contact wheels. This new principle has 
A new safety goggle, featuring a ag | 
ee a ae 1-1 ~.... been embodied in an abrasive belt Phe 
transparent plastic frame which pro- sis 


id eater field of visi Wal contact wheel known as the “Rubber- 
vides a greater field of vision, is an- py. ss yo 
. . A . 
nounced by this firm. “ta 1s a S, 

- ' ;' a a aT ek ener t 
The new goggle is designed and re- lhe wheel is constructed tro 


° acic > are’ ¢ :tee -} which 
commended for wear directly over the basic members; a steel rim onto 


rubber in durometers from 10 to YU 





eyes or over spectacles, It is particu- 


SW 
: as bee od a set of flanges 
Available with standard capacities larly useful for frontal protection has been molded and a set % ns 
c c Ste c c c . “ . shan ai > or . c 
against foreign particles on machine which contain the rubber rim. ith, 
ranging from 0.1 to 100 g.p.m. of ; : The now. Ciledianinn “Sb 
and hand tool work, bottling. chemical ve new Behr-Manning “Rh : n: 
water, all Kates regulators are accur- and physical laboratory work, spot Rim” wheels are said to offer several thi 
= > P 7 i : rs . a ‘se é . 4 ? , aia st —— dias . - so} Int 
ate to within 3°. When desired, welding, light grinding. light chipping advantages over the conventional ’ , 
larger capacities and greater accuracy and light riveting. disc wheels which are constructe¢ vent 
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Wheel made by Divine Bros. Co., Inc. 


Wheel made by Chicago Rubber, Inc. 


ibber molded onto a solid aluminum 
«, They are lighter in weight—an 
portant factor for required balance 
high speed “roughing” operations. 
ud the rubber face can be rapidly 
placed with a new “Rubber-Rim” 
hould it be damaged or worn out. 
he manufacturer claims that due to 
e simplicity of replacing the “Rub- 
er-Rim,” wheel costs are materially 
duced over present molded rubber 


sc wheels. 


The new wheels are available in the 

ehr-Manning “Cog-Tooth” design as 

ell as the regular 45° serrated and 
oO 

e straight face wheel. The wheel is 

14” 16” di- 


w available in and 


neters, 


The Behr-Manning “Rubber-Rim” 





heel is now being made by Divine 
rothers of Utica, N. Y. and the Chi- 
go Rubber Company of Chicago, Ill. 


The Divine Brothers version of the 
\ubber-Rim” wheel is assembled at 
factory with through-riveted steel 
inges and is balanced and trued as 





+ e ce 
We have fewer rejects sin 


we installed a BLAKESLEE 





NIAGARA METAL PARTS WASHERS 
‘e assure 100% grease-free surfaces for subsequent 


finishing operations. Blakeslee sprays are designed to 
reach all surfaces. Each machine is designed to do 
your cleaning job thoroughly. You can depend upon 
Blakeslee engineering experience to solve your 
particular cleaning problems. ‘We have 
fewer rejects since we installed a 
BLAKESLEE 


metal parts washer.” 




















BLACOSOLY the 


highest stabilized 
degreasing 
solvent 


Write today for 
full information 


G. S. BLAKESLEE & CO. 


CHICAGO + NEW YORK + TORONTO 





1844 So. 52nd Ave. 
CHICAGO 50, ILL. 


NIAGARA-METAL PARTS 
WASHERS—built 
to fit your 
needs 





SOLVENT VAPOR DEGREASERS 
in standard or special 

conveyor 

models 





CANADA 
G.S. BLAKESLEE & CO.,LTD. 
18 Cranfield Rd. 
TORONTO 13, ONTARIO 



























“down time” for wheels being repaired reached the age of 14. He joined the 
will 


Further 


be shortened. Pennsylvania Salt Manufacturing Com- 


information may be ob- — pany in November. 1894 and was sent 


tained by writing any of the three — to Chicago as the first lye salesman in 


firms mentioned above. that territory which later became the 


center for Pennsalt’s largest territory 





Init, 


The Chicago Rubber Company's 
rsion of the “Rubber-Rim” 


in this business. Later he became a 


special sales agent and was active in 





Ww heel 


OBITUARY 





all phases of company marketing. It 





it be separated by loosening 4 Allen 
‘t Screws which hold the tire between 
‘0 aluminum flanges. This feature 
rmits the user to interchange varl- 
is wheel widths by having a set of 
nges and “Rubber-Rims of various 
Iths, 

his new development should great- 
interest wheel users because wheel 
reduced as the 


ventories can be 
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was during this period that he estab- 
lished himself as one of the best- 
known best-liked 
in the growing chemical industry. In 
1925 he 


General Sales Agent for the company 


N. EMORY BARTLETT 


Vorth Emory Bartlett. former Vice 
President in Charge of Sales of the 


and merchandisers 


Pennsylvania Salt Manufacturing Com- — January. was promoted to 


pany, died June 7 at his home at Teal 
Point, near Easton. Md. He was 82. and 3 years later was elected Pennsalt’s 

Mr. Bartlett was born on May 16. 
1870. 


a one-room 


Vice-President in Charge of Sales. a 
position he held until his retirement 


1943. 


at Easton, and was educated in 


country school until he in 


1952 $l 
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How to cut costs 


MacDermid, Incorporated 
Appoints W. P. Innes 


ha 
orl 
\ 
» eon, " 
dev 
i l i con 
reat 
eee _ 
new 
PROTECT NOT ONLY RACKS... ucts 
Sou 
All 
BUT ALSO TANKS, Lel 
HOOKS, ETC. 
met 
of 
Lel 
W. P. Innes a 
tak 
MacDermid Incorporated of Water-@ He 
Coarine 218X is so tough, so long- bury, Conn., announces the appoint wh 
lasting a coating that the more you ; ment of W. P. Innes as Technical Di- J «a 
use it, the more money-saving pro- You can do the same on this other ee yo ee Oe 
tection you get. Of course, you derive equipment: rector, with headquarters at the W ater- but 
the biggest benefit from the out- * Plating barrels ° Drain boards bury plant. Mr. Innes recently was em- | 
stonaling a for Coating 218X © Anode hooks ° Tank screens ployed in the Research Laboratories Sey 
— protection of racks. * Tote boxes * Dipping baskets Division, Electrochemistry — Depart. Sta 
This green plastisol stands up in il th d b d ment. at Generel Motors Ca af 
all cleaning, plating, and anodizing —all these and more can e protecte ent, é ven ra otors Corporation, ser 
solutions—even vapor degreasing cy- longer, and with less maintenance ex- He is a Captain in the Voluntary ee 
aieeX : cy pense, by means of the same Coating : ‘ 

cles. It resists impact and abrasion 218X you use for racks. Army Reserve Corps. Research and vel 
ape 5 chipping, cutting or damage. Make more use of your Coating 218X Development Group, also a member des 
n s ort — it means minimum rack —you’ll find many places where it can of the American Electroplaters Society tut 

coating costs. save you money, time and equipment. : é 
We'll be glad to tell you how to apply it. and the Electrochemical Society and | 
is a graduate of the Michigan Colleg mil 
CON fo N\ of Mining and Technology and a reg {n 
at U if | istered professional engineer of th cat 
abe wt Metallic........ Organic Decorative Protective State of Michigan. Ele 
Products of UNITED CHROMIUM, INCORPORATED : ‘ , ea ut 

Beckman Forms Special Division 
100 East 42nd St., New York 17,N.Y. © Detroit 20, Mich. ¢ Waterbury 20,Conn. © Chicago 4, Ill. ie ine sige . one of H- 
Los Angeles 13, Calif. © in Canada: United Chromium Limited, Toronto, Oat. Beckman Instruments, Inc., one ol 


the leaders for many years in the field 
“ipl og a 
of electronic instrumentation, has re 





and current efficiency. cently established a new Special Prod- 


ucts Division under the direction of 


Vr. J. F. Bishop which will be devoted 


primarily to the study and _ develop: 


Registration for the course begins 
the week of September 8 from 7:00 
P.M. to 9:00 P.M. Classes will meet 
Monday and Wednesday 6:45 P.M. to — ment of special instruments brought to 
6:15 P.M. and about six Friday eve- jt by 
nings. Ask for Mr. L. Serota in Room 
BW17 September 8-9 and in Room 


3E10 thereafter. The course is limited 


BUSINESS ITEMS 


Free Course in Electroplating 


The Fall for the 


Electroplating from September to Feb- 














term course in industrial organizations. 
The newly-established Special Prod 
ruary at the Brooklyn Evening Tech- 
nical High School, 29 Fort Greene 
Place. Brooklyn, N. Y. will begin on 
Sept. 10, 1952. 

The 


elementary chemistry 


ucts Division is a completely separati 


Sees organization within the Beckman In- 
to men in the electroplating industry. strument operations, and is lo sted in 


. . ] 
’ , om its own modern plant, with complete 
New Consulting Firm on , 1a 
review of development and production facilities 


course includes a 


Vathaniel Hall, Consulting Engineer, 
announces the formation of Nathaniel 


calculations for particularly designed for the manufa’ 
turing and testing of custom-built in 
the full 

f the 
advanced 
t de- 


the preparation of standard solutions, 
Hall Co. with office and laboratory at 


239 Waverly Avenue, Brooklyn 5. 
\. Y.. Telephone NEvins 8-2781. 
The company will specialize in the 
fields of: Metal Finishing, Electrode- 
position and Allied Processes. 


specific gravity, neutralization, pH, struments. At the same time, 


hydrolysis. and similar related topics. experience and “know-how” 


Laboratory experiments will include beckman organization in 


analysis of copper, nickel, chromium. electronics and modern instrun 


and silver baths; chemical and physi- sign will be at the disposal of tho new 


cal tests of electrodeposits. Ohm’s law division, thus combining the v« abl 
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Rockman experience and facilities in 
asa ile instrument production with 
the versatility and individual attention 
haracteristic of a small centralized 
srou| 

\n\ company 
mentation problems, or with partially- 


with special instru- 


developed instrument designs. or with 
completed prototype instruments al- 
ready designed and constructed, may 
secure complete information on_ this 
new service by writing Special Prod- 
Instruments. 


ucts Division, Beckman 


South Pasadena 6. California. 

Allison Butts Heads 

Lehigh Department of Metallurgy 
{llison Butts. 

recen‘ly was named head 


professor of electro- 
metallurgy. 
of the department of metallurgy at 
Lehigh University. The promotion, an- 
nounced by President Martin D. Whi- 
taker. will become effective August 1. 
He will succeed Dr. Gilbert E. 
who will leave the faculty to join the 
Pitts- 


Doan 


staff of the Koppers Company, 


burgh. 

Professor Butts came to Lehigh in 
September 1916 from the United 
States Metals Refinery Co. where he 


served as research chemist for three 
years. A graduate of Princeton Uni- 
versity, he also received his science 
degree from the Massachusetts Insti- 
tute of Technology. 

He has been vice-chairman of the 
division of the 


{merican Society of Engineering Edu- 


mineral technical 
cation and holds membership in the 
Electrochemical Society and the I[nsti- 
tute of Metals of Great Britain. 
H-VW- Appoints John H. Gorman 
Field Electrochemist 
Winkle-Munning 


announces ihe 


The Hanson-Van 
.0.. Matawan. N. J. 


{ 


John H. Gorman 


TAL FINISHING, 


July, 


HEADQUARTERS 
FOR 
CHROMIC ACID 


Increased production, pioneering research and intelligent technical 


service make the Mutual Chemical Company of America 


“Headquarters” 


for Chromic Acid in plating and metal finishing. Whether you are an 
old or new user of Chromic Acid, it will pay you to come to “Headquarters.” 


With the largest Chromium Chemical plant in the world located at 
Baltimore and a second plant in Jersey City, Mutual is your logical source 
of supply. So for Chromic Acid remember the name Mutual .. . first in 


production, research and service. 


POTASSIUM BICHROMATE 


@ SODIUM BICHROMATE 


MUTUAL CHEMICAL COMPANY OF AMERICA 


270 MADISON AVENUE 


Gorman as 


Michigan- 


appointment of John H. 
Field Electrochemist in the 
Ohio territory. 

Gorman will make his headquarters 
at the Company's Detroit office and as- 
sume the duties formerly carried on 


by B. 


ot electrochemical 


C. Case, recently made manager 
development ai 
Matawan. 

» H-V W-M organ- 


ization as electrochemist in 1951 after 


Gorman joined the 


a number of years of metallurgical and 
electroplating experience in field ser- 
vice capacities. Academic training, 
leading to a BS in Chemistry, was 
undertaken at John Carroll and West- 


ern Reserve Universities. 


Octagon Process Names 
Pennsylvania Sales Manager 


Octagon Process, Inc., manufacturer 


1952 


NEW YORK 16, N. Y. 


of metal finishing and metal cleaning 
N. Y., has 
announced the appointment of Mr. 
Paul Mezick as District Sales Manager 
for the State of Pennsylvania. 

Mr. Mezick. a Philadelphia resident, 
Industrial Specialist of 
the Procurement Division of the Phil- 


compounds, Staten Island, 


was formerly 


adelphia Ordnance District. where his 
functions included special reports  re- 
National Industrial Plant 
Reserve. He is a memb of the Engi 
neers Club. the iene Ordnance Asso- 
Philadelphia Chemical 


{meric an {ssoc ialion oft 


lating to the 


clation, the 
Club, and the 
Textile Colorists and Chemists. 

In previous business affiliations his 
mainly 


sales activities have centered 


in the 
d’strict sales manager for Charles J. 


Haas. Ine.. Philadelphia. he marketed 


metalworking industries: As 


63 
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THE WIRE COATING & MANUFACTURING CO. 


395 EAST 131st ST. CLEVELAND 8, OHIO 
DISTRIBUTORS 


industrial Chemical & Equip. Co 
205 tith Ave. Scuth 
PU ae Te 


Armalite Co., Ltd. 
Toronto, Canada 


General Supply Co. 
5317 St. Clair Aye. 
Cleveland, Ohio 


MacDermid Sales & Equip. Corp. 
Bristol, Conn. 





HARTFORD TRIPLE ACTION 
CUTTING and TUMBLING BARRELS 


for better work in less time! 




























For uniform cutting down, wet or dry grinding, 
tumbling, pulverizing and mixing, the unique design 
of Hartford Triple Action Barrels saves time and 
money and produces better results. Hartford Barrels 
give a TRIPLE ACTION in tumbling the material, an 
“over and over, end to end, folding-in” motion com- 
bined, which quickly grinds off burrs, and finishes 
and smooths the general surface of any article in the 
load. These barrels are avail- 
able in two sizes, large and 
small, and with both motor and 
belt drive. Hartford also makes 
steel burnishing balls sciemtifi- 
cally correct in design and ma- 
terial for each specific job. 
Bulletin on request. 


THE HARTFORD STEEL BALL CO. 
HARTFORD 6, CONN. 


VICTOR R. CLARK 
605 W. WASHINGTON BLVD 











DETROIT 
W. S. TURNER 
445 NEW CENTER BLOG 


NEWARK, WN. J 
GUARANTEE TRUST BLDG 
972 BROAL ST 


LOS ANGELES, CAL 
E. D. MALTBY CO 
1718 SOUTH FLOWER ST 


EXPORT 
R. A, RODRIGUEZ, INC 
55 W. 42ND ST., NEW YORK 


METAI 


4 





such products as industrial lul rican 


cutting fluids, and drawing and fore. 
ing compounds. As Eastern di: ributor 
for the L. R. Kerns Company of (hj. 
cago, Mr. Mezick developed a marke 
for a similar line of products 

This background fits in wi 
pany’s 


com- 
current expansion of 


tion and sales of metal finishin 


roduc. 
chem- 
icals. 


International Nickel Appoints 
E. M. Kline 

E. M. Kline was made Genera! Map. 
ager of the Huntington (West Vir. 
ginia) Works of The International 
Nickel Company, Inc., eflective July }, 
according to an announcement by )r, 
Paul D. Merica, President of the com. 
pany. Mr. Kline succeeds Herman \. 
Brown, who has elected to retire on 
June 30 under the company’s Retire. 
ment Plan as General Manager, but 
whose services thereafter will be avail- 
able to the company on a consulting 
basis. 

Dr. Merica also announced that ¢. 
K. Crosby is appointed Assistant Gen- 
eral Manager of the Works as of 


July 1, succeeding Mr. Kline in that 
position, 

KE. M. Kline. born at Kittanning, 
Pennsylvania, attended Penn State 


College, from which he graduated in 
1921 with a B.S. Degree in Chemistry, 
He then joined Pittsburgh Plate Glass 
Company Divi- 


sion) in Barberton. Ohio, as an analy- 


(Columbia Chemical 
tical chemist. In 1923, he joined In. 
ternational Nickel at the Huntington 
W orks. 

G. K. Crosby, a native of \ew 
York City, graduated Masso- 
Institute of Technology in 
with a Degree in 


from 
chusetts 
1934. 
Metallurgy. He then joined the Alum 


Bachelor’s 


inum Company of America at bar 
wood, N. J., as an analytical chemist, 
and in the same year became assot- 
ated with the Reynolds Metals Com- 
pany. While with Reynolds Metals he 
served at the company’s Glendale, 
N. Y., Harrison, N. J., and Louisville, 
Ky. plants as factory assistant and 
project engineer. Joining International 
Nickel at its Huntington Works 1 
1936 as a metallurgist, Mr. Crosby 
became En- 
Assistant to the Gen- 
eral Manager in 1942: Superintendent 
1944, and General 
Superintendent in 1947. 


successively Combustio! 


gineer in 1937; 


of Production in 
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fetal A Thermit 
ppoints Hirschland 


etal & Thermit Corporation, New 
ork. announces the appointment of 
terbert ©. Hirschland as Director of 
earch. Mr. Hirschland, a graduate 
{ Dartmouth College and of Massa- 
jusetts Institute of Technology, is a 
jemical engineer. He has been with 
fetal A Thermit since 1941 when he 
oined the company’s research labora- 
ory stall in Rahway, N. J. In 1946 
w left the research field to become a 
jles engineer in the company’s chem- 
cal sales division and since 1950 has 
wen Assistant Sales Manager of that 


jivision. 


odman President Touring 
outh Africa 


E. Winthrop Hall, president of the 
L. & J. C. Codman Company in 
tockland, Mass., left on May 20 for 
is second ocean voyage to the Union 
{ South Africa. The buff manufac- 
urer sailed on the African Enterprise 
or a three-month tour during which 
e will visit leading suppliers of the 
yetal finishing trade. 


\estinghouse Names 
lvron Ceresa 


Wyron Ceresa has been appointed 
manager of electroplating projects for 
ie Special Products Development Di- 
ion of the Westinghouse Electric 
poration, 

Mr. Ceresa joined Westinghouse in 


following his graduation from 
Pennsylvania State College. He was 
engineer at the Westinghouse Re- 
arch Laboratories until 1941, when 
transferred to the Materials Engi- 
ermg Department at East  Pitts- 
igh. He became a member of the 
ectroplating Projects Section at 
ist Pittsburgh in 1947. 
In his new capacity, Mr. Ceresa will 
‘in charge of laboratory operations, 
iluding development, pilot plant and 
rhnical service work. 


Belke Offers Film on 
orld War II 


World War IL movies, 16-mm with 
ound. Two 1500-foot reels, run ap- 
woximately 45 minutes each. Actual 
Mint line action from start to finish 
the war. Furnished without charge 
associations, clubs. employee or- 
iizalions, ete. Make reservations 
'y. Write Harvie Johnson, c/o 
elke \lanufacturing Co., Dept. MF, 
' \. Cicero Ave., Chicago 51, Ill. 
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In many instances the first cost of a Sparkler filter will 
exceed that of some other types of plating filters. 


But the savings in operating cost soon will more than make 
up for the difference, and you will find your Sparkler a 
good investment both on the basis of cost and quality 


of performance. 


For example: 


x Pre-coating Sparkler horizontal filter plates requires 
only about one-third the amount of filter aid used by some 


other filters. 


x Only a thin pre-coat is necessary, and you can get brilliant 


sharp clarity right from the start. 


* Intermittent operation of the 
filter will not break up the cake on 
horizontal plates. No renewal of 
pre-coating is mecessary after a 
period of inactivity. 


x A wide range of fineness of 
filter media is possible with 
Sparkler filters. 


“ Sparkler filters are ideal for al- 
loy plating solutions. Non-metaliic 
filter plates and rubber lined tanks 
are available when required. 


These are a few of the many oper- 
ating advantages that make Sparkler 
plating filters the most economical 
in labor and material cost and most 
satisfactory from a standpoint of 
filtering quality. 


Sparkler representatives in all principal 
cities are available for personal service 
on your filtering problems. 





An extra set of plates that can 
be changed in a matter of 
minutes cuts ‘‘down-time’™’ to c 
minimum. 


SPARKLER MANUFACTURING CO. 


Mundelein, Illinois 


Sparkler International Ltd. 
Herengracht 568, Amsterder Holland 


Kamitter & Co. 


35 Chittaranjan Ave., Calcutta 12, India 


S$» aler Western Hemisphere Corp. 
Mundelein, Ill., U.S.A. 





































bring complete information, 








\ir Drying Paste coating for insulating racks and fixtures for plat- 
ing or anodizing. No oven baking 
coats to make a thick insulation with outstanding adhesion, perma- 
nent flexibility and excellent resistance to all plating solutions and 
cleaners, except the degreaser. Saves labor and time. Apply by dip- 
ping or brushing. Eliminates usual air dry coating troubles of too 
much time and labor with poor adhesion. A single coat provides 
vood protection for outside of tanks, for coating ducts and hoods, 
to protect concrete and machinery. Also Stop Off for tough jobs 
when drying time can be allowed. TUFF IS NEW AND ORIGINAL. 
\ thick paste yet soft and not stringy. Easy to handle. Use it to 
patch any kind of rack insulation. A note on your letterhead will 


NELSON J. QUINN COMPANY e TOLEDO 7, OHIO 


no primer coats. Only three 








Minneapolis-Honeywell to Hold 
Seminar for Engineecing Profs. 


seminar in. in- 
held 


for professors of engineering in Phila- 


The third annual 


dustrial instrumentation will be 
delphia, August 18 to 22, it was an- 
nounced by the /ndustrial Division of 
the Minneapolis-Honeywell Regulator 
Co. The five-day program is designed 
to familiarize the faculty of engineer- 
ing schools with recent advancements 
in industrial processes and the attend- 
ant development of automatic instru- 
mentation. The program will also in- 
clude discussions of mutual problems 
of engineering colleges and the instru- 
The 


held in the company's training school 


ment industry. seminar will be 
in Philadelphia. 


oO 


Associates Consolidate 
with Speer Carbon 
Saint 


and its subsidiaries, Jeffers 


Speer Carbon 
Marys, Pa., 
Electronics. Ine.. 


Company, 


DuBois, Pa., /nter- 
national Graphite and Electrode Cor- 
poration, Niagara Falls, N. Y., and 
Saint 


consolidated into 


Speer Resistor 
Marys. Pa., 
one company, the Speer Carbon Com- 
Saint 


Viarys. The various subsidiaries hence- 


Corporation, 
have 
pany. with headquarters at 
forth will operate as divisions of Speer 


Carbon Company. 


Edward J. Roach 
Joins Wyandotte Chemicals 


Edward J, Roach recently joined the 
Philadelphia district sales and service 
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E. J. Roach 


force of Wyandotte Chemica!s Cory 


ration. Mr. Roach is a graduate , 
Boston College, majored in Chemist 


and has many years of practical an Manse 
ans 


laboratory research and sales expe ippo 


ence in the metal finishing indust 
















He has been employed by the J eritd The 
Chemical Company and_ the 6. 10. I 
Cashman Resinous Products Compan???" 
of Norwood, Mass. Mr. Roach w: (hie! 
recently given intensive briefing iggf’’°™ 
product application by members wills 
Wyandotte’s Technical Service ang!" 
Industrial Research Laboratories stafiggg!" 
Following this, Mr. Roach made a etal 
extended study of finishing operation(if!“"" 
in Michigan metal working and met bard 
finishing plants. xecul 
ech 

Kirk & Blum Honors Employees.) 
Almost 1200 years of service willelectri 
The Kirk & Blum Manujfacturing@@in | 
Company were commemorated recenfformi 
ly at a dinner when the Cincinnatfitelds. 
dust control system manufacturer honliferadu 


ored LO employees who have been a 
sociated with the firm from 25 to 4 
years. Each person received a suitabl 
engraved gold watch. 

The longest service record in th 
group is held by a foreman, F. i 
Thiery, who joined the firm on Jun 
1, 1907, just three weeks after it wa 
founded by the late Sylvester Airk ant 
Richard J. The fact that th 
company had just passed its 4! 


noted al in 


Blum. 
anniversary was also 
dinner. 

The men honored at the dinner 
turned the compliment with a set | 
matched luggage. presented to th 
firm’s president, Richard J. bium. ] 

Nationally known for its work in th 
design, fabrication and installation | 
industrial dust collecting systems 4 
MI 
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vens. th: firm was located on Spring 
mve Avenue in Cincinnati for 34 
ars and recently moved to enlarged 
cilities in the Oakley Factory Colony. 


he new plant has allowed a substan- 


ial increase in Kirk & Blum’s principal 
Fe and in sub-contract work as well. 


‘erro Corp. Appoints Bozsin 


The Ferro Corporation, of Cleve- 
nd. has appointed Michael J. Bozsin 
lo the position of Chief Chemist, ac- 
ording to an announcement by C. D. 
lawson. president of Ferro. OF KALAMAZOO 
Vr. Bozsin, who has been’ with *“GOOD MACHINERY SINCE ‘82’ 
erro Corporation in the Chemistry 
partment since 1929, was promoted 
rom the position of Process Research 
ngineer at the Corporation’s Cleve- 
and. Ohio plant. In his new position 
he will be responsible for chemical 


s Orpl Model K-46-6 Super 5 Head Rotary 


problems in all plants of the Corpora- Automatic. (On 


ee There is no substitute sabi nd et 


ical an Hanson-Van Winkle-Munning for EXPERIENCE 


* “PTE ppoints A. D. Squitero 


f f Rotary 


duate ( 


indust 
Voila Lhe Hanson - Van Winkle - Munning . a 
’ With the new and better constantly coming into 
( (o. Matawan. N, J.. announces the i 

the picture and the old going out, these 70 years Medel VRO “SIAL CONTROUED 
Variable Speed Polishing Lathe with 
Model 3-A (air-tensioned) Backst 


ompan ppointment of ) {lmo D. Squitero as Scan: ent Sammie 
wch waggle Chemist. Squitero will take over ) 
fine boratory administrative duties and Even so, they have piled up a big bank of experi- 
“tin vill supervise research and develop- ence to which we add and draw from each day. 
: ent in the fields of periodic reverse We are grateful for the confidence of tens of 
lating, graphic-arts plating. — light- thousands of HAMMOND users. For 


etal processing and other H-VW-M them and for all, through ever broadening 


g 
s pDrocesse > cee research, engineering, and production, we propose MODEL RRO Single Speed—Two Spin 
ating processes. He succeeds Dr. D. I , = dle — Two Motor Polishing and Buff 


to insure another 70 active and eventful years. ing Lathe. & 





hardner Foulke, recently appointed 





‘ecutive secretary of the American 
ectroplaters’ Society. 
ployee Squitero joined the Company as 


ce willelectrochemist in 1950. bringing with 


luring iim broad experience in the electro- 1601 DOUGLAS AVENUE KALAMAZOO. MICHIGAN 
recentilmiorming and graphic-arts plating 
or bod Seg in, Hon = lege and continued in research and Grinding and Polishing Machinery 
een a production posts in industry. Corporation of Indianapolis will carry 
or ee Venmngns Wadden Coes on the manufacturing and distribu- 
> ere. ee tion of all the products of Vonnegut 
suitabl oe: Now Grinding and Polishing Moulder Corporation: RE 
in tha panne Cony Grinders and Buffers. Vonnegut Belt 
r I pas : : A corporate change has taken place. | Grinders and Polishers and the Vonne 
nv Jun effective June 2. 1952. in the l onne- gut Brush-Back Polishing Head. Head- 
bio gut Moulder Corporation of Indian- ed by the same personnel. the new 
aie apolis, with the retirement of . Vr. firm expects to continue all the sound 
— {nton Vonnegut. The business of the policies of the former corporation 


15 company has been taken over by its even to the adoption of the old com 
) present personnel and will be known pany's slogan: “Good Machinery is a 
as the Grinding and Polishing Ma- Good Investment.” 
chinery Corporation. ; ' 

Ofhicers of the newly formed cor- Diamond Alkali News 
poration are: R. HW. Smart. President: Diamond Alkali Company. one ef 
O. S. DeHaven. Vice-President: and the nation’s largest producers of basi 


um. hr a ‘ - , 

in Ul 1. W. Bosworth, Secretary and Treas- industrial chemicals. recently intensi- 
on urer. Mr. Anton \ onnegut will be a fied its activities in the metallurgical 
a Ps 


A. D. Squitero member of the Board of Directors. field by acquiring processes owned by 
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"CUT FASTER, LAST LONGER 


Cement, 


K onp-care Polishing Wheel 
laboratory-controlled 
through every step of production, 
will arrive at your plant ready for 
use! Viscosity is constant, regardless 
of normal temperature variations and 
the cement can be applied directly 
from the container... 


+ Sesto es i 


without mix- 


ing or heating. Kold-Grip is clean, 


odorless and very easy to handle. 
Coarse or fine-grain abrasives set up 
right for fast cutting efficiency. Sub- 
stantial savings are effected through 
longer over-all wheel life, fewer set- 
ups and reduced wheel inventory. 


Wheels dry rapidly, are unaffected 


by 





humidity changes, and may be 
stored in any convenient plant area. 


Let our polishing engineer demon- 
strate Kold-Grip for you, or send for 
free sample, telling us the metal to 
be polished, grain sizes to be used, 
and drying facilities available. We 
can help you if we hear from you. 


CHEMICAL COMPANY 


8075 Military 
Detroit 4, Mich. 



















BOOKS FOR YOUR PLANT LIBRARY 


PRINCIPLES OF ELECTROPLATING AND ELECTROFORMING 





REVISED THIRD EDITION 
$6.00 PER COPY 


METALLIZING NON-CONDUCTORS 


$2.00 PER COPY 
° 


DICTIONARY OF METAL FINISHING CHEMICALS 


$3.00 PER COPY 


1951 METAL FINISHING GUIDEBOOK-DIRECTORY 


$2.50 PER COPY 


Book Orders Payable in Advance 


FINISHING PUBLICATIONS, INC. 


381 Broadway 


Westwood, N. J. 
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Spence Metals Research (| 


Pittsburgh, Pa. 


The Spence Company has d.. 
several processes using fuse: 
salts for desanding of both fer 
non-ferrous castings, and the 
and descaling of stainless ste«|s, 
mond has been the supplie: 
alkali materials used in these 
metal cleaning processes, and js cy. 
rently carrying on research and de. 
velopment to extend and improve the 
application of the cleaning salts to the 
metallurgical industry. In the future 
the cleaning materials will be known 
by the name of “Diamond Descaling 
Salts.” Harry R. Spence, owner and 
president of the Spence company, has 
been retained by Diamond as a cop. 
sulting expert in the field. 

Alkali Co. has also ap. 
nounced that the export sales actiyi 
ties of its subsidiary, Kolker Chemical 
Works, Inc., have been transferred to 
Diamond’s Export Sales Division jn 
New York. Kolker. 


quired by Diamond in August of 195], 


mpany, 





basic 


Diamond 


which was ac. 


specializes in organic chemicals for 
agriculture and industry. 

S. B. Honour, who handled export 
sales for Kolker. will continue in that 
capacity for Diamond. assisting S. § 
Savage, director of export sales. 


Rapid Electric Expands 
Engineering Department 


Edmund Jennings and Philip ». 
Wexler have recently assumed posi: 
tions of responsibility in Rapid Elec. 
tric Company's engineering depart: 
ment. Mr. Jennings. with extensive ev- 
perience in diesel generator unils 
gathered in the engineering depatt- 
ment of Consolidated Diesel Electr 





Edmund Jennings 
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ier and 
my, has 
a Con- Philip S. Wexler 
(o.. will supervise the mechanical 
Iso. an- design of all new Rapid products. Mr. 
activi J Wexler will apply his broad knowledge 
hemical of electric power equipment to the 
rred (0 @ slectrical engineering of custom-built 
“ton IN ectifiers, automatic controls. and spe- 
ian cial applications of DC power supplies. 
ie ha \r. Wexler spent several years in the 
electrical department of the Long I[s- 
and Lighting Co., as Assistant to the 
oa Manager of Lines and Substations. 
~ < ¢ pHe was most recently associated with 
- "Bi Ford. Bacon and Davis, Inc., consult- 
. ing engineers, where he worked on 
the design of Union Carbide’s ferro- 
hrome plant in Marietta, Ohio. 
ry * B Topper Equipment Co. Expands 
JOS]: 
7 b. Topper Equipment Company, man- 
depart: “lacturer of industrial and automotive 
sive ex. A ’apor degreasing and steam cleaning 
- units equipment, also distributors of the de- 
depart: HH greasing solvents used in their equip- 
Electric HJ ment, has announced that, due to the 


expanding volume of equipment busi- 
ness it has become necessary to create 
facilities. 
Therefore, a new plant is being con- 
structed in Clark Township (Rahway } 
\. J., adjacent to Lehigh Valley Rail- 
road. This new plant will be approxi- 
mately 30,000 sq. ft. 


additional manufacturing 


All manufacturing is now done at 
the factory in Matawan, N. J. which 
consists of approximately 34,000 sq. 

Both plants will be operated with 
(lark Township being designated as 
Plant No. 1 Plant 
No. 2, 


and Matawan as 


he trade name of the products is 
“Circo” which is one of the oldest 
tames in the metal cleaning equip- 
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2 WANT CORROSION RESISTANCE? 
Iridite will give you better-than- 
specification protection against 


corrosion. 


WANT PAINT ADHERENCE? Iridite 
provides a firm and lasting base 
for paint by preventing under- 
film corrosion. 


paint base 









GOT YOU 
DOWN? 


Misha. 


WANT EYE-APPEAL? Iridite can give 
you a variety of finishes, depend- 
ing upon the metal being finished 
. . . from clear and sparkling 
bright or military olive drab, to 
attractive dyed colors. 


BEST OF ALL, any Iridite finish is 
economical and easy to apply. 


for example: (MN RAD (AL-COAT) 


REDUCES NEED FOR ANODIZING 


_, Simple chemical dip; immersion time only 10 seconds to 


"+ 2 minutes; no sealing dip; color is clear or yellow depending 


upon your requirements; salt spray resistance equivalent to 


and electrical power. 


¥ 20 to 30 minutes of anodizing, eliminates need for costly racks 


A ueo Researce Propucts | 


INCORPORATED 


4004-06 E. MONUMENT STREET e BALTIMORE 5, MD 
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RESEARCH DIVISION 


During over three-quarters of a 
century of experience in the refining 
of precious metals for industrial use, 
The American Platinum Works has 
built up an extremely competent 
staff, capable of handling and solving 
the most complicated problems which 
frequently arise in gold and silver 
plating. Our Electrochemical Re- 
search Division has been of great 
value to many who buy from us. It is 
ready to serve you, too. Why not 
take advantage of it? 


GOLD CYANIDE SALTS 


Available in the various percentages of gold content. 


““A.A.”’ SILVER ANODES 


Specially developed for better performance. 
Less scrap. 


C. P. SILVER NITRATE 


Meets A.C.S. Specifications. 


SILVER CYANIDE & POTASSIUM SILVER CYANIDE 


Uniform particle size. 


Less rejects. 


Dissolves faster. 


THE AMERICAN 
PLATINUM WORKS 


231 NEW JERSEY R. R. AVENUE 


NEWARK 5, N. J. 





_ Pe ae 
i —— 
Melville Morris, president, 
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*, 


, = > 
turning first spadeful of earth at breaking of ground for new 
Topper Equipment Co., plant at Clark Township, (Rahway) N. J. 
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ment field in this country, havi; 
established in 1923. 
Topper 


Deen 
Equipment Compan) has 
two nation-wide sales forces—ove fo) 
automotive equipment and the othe; 
for industrial equipment. In bot! cases 
direct factory sales engineers and 
regional distributors are utilize: 
Recently, Topper Equipment Com. 
pany purchased the degreasing equip. 
ment business of the Optimus E quip: 
ment Company which was a subsidj. 
ary of the Hanson-Van Winkle-Mun. 
ning Company, one of the world’s 
largest manufacturers of plating equip: 
ment and supplies. The Topper Equip. 
ment Company owns all patents and 
trade marks of the Optimus Equip 
ment Company as well as the Circo. 
Degreasing solvents are stocked ji 
fourteen industrial areas throughout 
the country where sales offices are also 
maintained. 
Pennsalt, Sharples Chemicals 
Research Groups to be Integrated 


The Research 


Sharples Chemicals. Inc. will be in- 


Department of 


tegrated with the Research and Ds 
velopment Division of the parent com- 
pany. the Pennsylvania Salt Manujac- 
turing Co., it was announced by 1) 
W. A. LaLande, Jr... manager of Pen 
salt’s division. 

The integration will occur betwee 
June 15 and Sept. 15. Dr. LaLand 
said. facilities 
al Whitemarsh Hall are being consid 


Meanwhile. laboratory 
erably extended by the conversion o! 
additional rooms to laboratories an 
rearrangement of existing facilities t 
provide not only for the addition . 
Sharples research personnel but als 
io increase Pennsalt’s facilities. 

Dr. John F. Gall, currently Supe 
visor of Research, will become Dire: 
tor of the Inorganic Research Depar' 
ment. and will be responsible for th 
company’s research work in_ surfac 
chemistry. inorganic synthesis, electr 
chemistry and high-temperature che: 
istry. 

Dr. John F. Olin, Director of Re: 
search for Sharples Chemicals. will l 
the Director of the Organic Researe! 
Department in the new organizatio! 
with Dr. George VcCoy, at present 
Pennsalt’s Organic Group Leader. a 
Assistant Director. and / 
E. Deger. Sharples Assistant Researe! 
Director. as 


Technical 


Administrative Assi 
Director. 

William M. Lee and Ford R. 
dermilk, at present supervisors 0! 
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Product Development and Process En- 
jneeriig Departments. will become 
Direct s of those departments. The 
inalytical Section will be given de- 
artment status. with Dr. Paul A. 
unter as Supervisor. 

Dr. Charles E. Inman and F. E. 
wlor will be advanced to group 
eaders in the Organic Research De- 
yartment. and the present group lead- 
sin the Sharples Chemicals Research 
Departments will continue as group 
eaders in the Organic Research De- 


artment. 


Minneapolis-Honeywell Regulator 
(o. Appointments 


Three new branch office industrial 
anagers have been named for the 
Industrial Division of Minneapolis- 
Honeywell Regulator Co.. it was an- 
nounced recently by O. B. Wilson, 
field sales manager. 

Robert M. Woodside was appointed 
branch industrial manager at Cleve- 
and. John O. Paull, in Los Angeles. 
ind Lee Aplin in San Francisco. 

\ll three new managers have been 
with Honeywell's Brown division for 
nany years. Each is a graduate of the 
ompany’s instrumentation School at 
Philadelphia. 


Four Haas Brothers 
Have 100 Years of Metal 
Vinishing Experience 

Here are the four Haas brothers who 
wast of over 100 vears of metal finish- 
ng experience. Left to right they are: 
George Haas. who headquarters in 
\orwalk, Conn.. has been associated 
with plating operations in such well 
known firms as Wright Aeronautical 
and Seth Thomas. Mr. George Haas 
san Industrial Representative for Wy- 
indotte Chemicals’ Boston district. 

Henry Haas, who also headquarters 
n Norwalk. is associated with Seth 
thomas. clock manufacturer, and has 
‘erved approximately a quarter cent- 
iry with a number of nationally 
\nown plating firms. A 

Emil Haas began his plating career 
n 1917 and has been a Wyandotte 
Chemicals Industrial Representative 
‘ince 1930—located in the New York 
\ity area during most of this service. 

Joseph Haas. the fourth member of 
‘he experienced brothers is associated 
with Remington-Rand Laboratory of 
\dvanced Research in South Norwalk. 


He has served such well known firms 
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George Haas 


Henry Haas 


GAS, STEAM OR ELECTRIC OVENS BY 


KIRK’ BLum 


Your oven needs large or small, 
batch or continuous production, for drying, 
baking or dehydrating can be filled 


by KIRK & BLUM. 


The small ovens illustrated are shipped 
completely assembled, thoroughly tested 
and ready to operate. Installation is a 
one-two process: Spot in place . . . make 
and you're 


connections ... 


ready for production. 


Write for booklet, ‘‘In- 
dustrial Ovens,’ showing 


typical installations. 


THE KIRK G BLUM 
MANUFACTURING CO. 


3159 Forrer Street 
Cincinnati 9, Ohio 


Electric laboratory type 
sed by noted re 

st Y n ft ct re n 
makina TV set compo 


yer Uniform drying neat 
s provided by recirculation 
»f air provided by bDiower 


und heaters enclosed in 


Emil Haas 


Joseph Haas 
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SCIENTIFIC EQUIPMENT 


SOUND REPUTATION 


ACCURATE RETURNS 


These 6 REFINING features 





are all important to you! 


@ If someone asked you which of these 
refining features meant most to you, it’s 
dollars to doughnuts you'd say—" Accurate 
returns—I want the full value from every 
shipment I make.” Well, you would be 
right—and you put your finger on the main 
reason why it will pay you to send your 
refinings regularly to Handy & Harman. 
You can get accurate returns only from a 


refiner who has all the features above. We 


have them —the result of long years 
devoted exclusively to the fabrication of 
precious metals and the refining of all 
forms of gold, silver and platinum scrap 
and waste. Through metallurgical research 
we have taken the guesswork out of refin- 
ing and put it on a scientific basis. That's 
why we can and do make consistently accur- 
ate returns. Make a test with your next lot 


and compare service and returns. 


Send your next shipment fo our nearest plant 





HANDY & HARMAN Hl A N bD Y 
WEST COAST 


3625 Medford St. 
Los Angeles 63, Calif. 


CENTRAL U. S. 
1900 West Kinzie St, 
Chicago 22, ll, 


National Silver com- 
panies, Bassick. and Francis Keil. 


as Ontario and 


There are few metal products that 


require finishing with which these 
Haas brothers are not experienced 

chandeliers, jewelry, hollow ware. 
furniture, surgical instruments. hard- 
ware. cooking utensils, casters, auto- 
motive parts, and military equipment. 
You name it—the Haas brothers heve 
had practical experience with whatever 


you name, 


Davies Supply & Mfg. Co. 
Appoints Robert H. Bobilin 


Robert H. Bobilin, formerly a mem- 
ber of the engineering staff of the 
Udylite Corporation in Detroit. has 
been appointed chief engineer of the 
Davies Supply 


and Manufacturing 
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& HARMAN 





EAST COAST 


15 West 46th St Bridgeport | 
New York 19, N. Y. Conn. 





82 Fulton St. 
New York 38, N.Y 


425 Richmond St. 
Providence 3, R. f. 


Co., 2315 Delmar Blvd.. St. Louis. 


Robert H. Bobilin 


| 
| 
| 


In addition to his six y. 
Udylite, Mr. Bobilin has 
engineering and product desi 
ience in the machine tool fiel, 
tended the University of Michi-an ang 
served four years with the Army Aj, 


with 
Wide 
exper- 
“et 


Corps on technical assignme 

The Davies Company, with 
office at Dallas, 
known as and 
service representatives for leading na. 


Dranck 
Texas. is > well 
Southwestern sa 
tional manufacturers of plating and 
polishing equipment and materials, 
Osborn Manufacturing Appoints 
C. C. Sigmier 
Charles C. 
the Board 
Company. has been appointed 
Board of of The 


Vanufacturing Co., Cleveland. it was 


Sigmier, Chairman of 
of The Parker { ppliance 
to the 


Osborn 


Directors 


Charles C. Sigmier 
Vormar 


announced 
Smith. Osborn President. 


recently — by 


Mr. Sigmier was born November 
14. 1898 in Ky. He was 
graduated from Lincoln High Sehoo! 
in Cleveland in 1915 and attended Law 


Louisville. 


and Accounting schools at night. 


He started in the banking business 


after graduating from high school 1 


1915 and served in various positions 


in several banks. In 1951 he resigne¢ 
of The 

Trust Company to become Chairma! 
of the Board of The Parker Applianc 


Company. 


as Vice-President 


Mr. Sigmier is also a dire 
The Youngstown Steel Car ( 
Niles, Ohio. and Samuel Moor: 
in Mantua. Ohio. 

He is a member of the Unio 
Cleveland Athletic Club and re 
3176 Falmouth Road, Shaker |! 


FINISHING, Juls, 


(Cleveland 


Dive 
G. | 
Bacl 
dust 


assis 


Lin 
Man 
and 
L 
app 
torn 
driv 
delp 
fort 
Phil 


Lol 





















With 
Wide 
exper- 
He at. 
n and 
iy Air 


ranch 
> well 


and 


1g na- & 


y and 
ils, 


ints 


an of 
liance 
() the 
shor n 


it was 





ember 


e Was 
School 


dd Law 


isiness 
ool IT 
sitions 
signed 
veland 
uirmal 


lianee 


Clud, 
les al 


ights 


a 








Diversey Appointments 


P 





Field service representatives of the 
Metal Industries Department, The Di- 
versey Corporation, Chicago—(1. to 
r.)—Front Row. J. J. Rennie (The 
Diversey Corporation Canada Ltd.), 
G. H. Heinisch and F. D. Sinclair 
Back Row. R. L. Shannon Metal In- 
dustries Department Manager and his 
assistant P. A. Jackson. 


Link-Belt Announces sales 
Managers for Philadelphia 
and Colmar Plants 

Link-Belt Company announces the 
James H. Oakes, 


manager for enclosed 


appointment — of 
former sales 
drives, as sales manager for the Phila- 
delphia plant. and Byron K. Hartman, 
former assistant sales manager at 
Philadelphia, as sales manager for the 
Colmar plant. which will begin manu- 
facturing operations later this year in 
Colmar. Pa., north of Philadelphia. 
Mr. Oakes joined the  Link-Belt 
Dodge plant in Indianapolis in 1929, 
aller serving part-time while attending 
Hanover College and Purdue Univer- 
sity. At Indianapolis and Philadelphia 
he took part in the development and 
engineering application of the Link- 
belt P.LLV. variable speed drive. He 
as served as application engineer; 
tivisional sales manager: and _ sales 


manager, enclosed drives. 


Mr. Hartman joined the Link-Belt 
Philadelphia plant in 1937. He sub- 
sequently handled sanitary. engineer- 
ing sales in Chicago and later returned 
'o Philadelphia to head up industrial 
Wasi and liquid treatment work. He 


Was engineer in charge of vibrating 


“creen sales before becoming assistant 
‘ales manager. 
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Chromic Acid purified and reclaimed 





In anodizing, the Chrome Purifier elimi- 
nates the necessity of discarding chromic 
acid which is normally replaced with 
fresh acid to maintain a required pH and 
acid concentration. Contamination of the 
anodizing solution is kept at a minimum 
when provessed by ILLco-Way method. 


With clean solutions, voltage require- 
ments are decreased and an anodic film 
is produced having very high resistance 
to the salt spray test, which on produc- 
tion samples shows an average life of 
1000 hours. The new ILLco-Way Chrome 
Purifier permits recovery of contamina- 
ted chrome plating baths which must 
otherwise be discarded. Clear solutions 
produced by the ILLcCo-Way method 
reduce current requirements, and pro- 
vide uniform plating resulting in fewer 
rejects. 

Rinse waters containing chromic acid 
solutions can be recovered with an ILLco- 


widely separated. 





by ionXchange 


@ Newest development in ionXchange is a Chrome 
Purifier for recovery and purification of chromic 
acid anodizing baths, and for reclaiming plating 
and rinse waters. Standard or specially engineered 
installations are available. At the left is a portable 


unit, for use in plants where anodizing tanks are 


Way Chrome Purifier and Evaporator. 


Pure chromic acid can be recovered from 
your anodizing baths...plating and rinse 
waters can be reclaimed and recircu- 
lated. ..easily, economically. ..with this 
newest of ILLco-WaAy developments in 
ionXchange engineering. The ILLCO-WaAy 
Chrome Purifier is available in four 
standard (for permanent installation 
and in portable models (for treatment 
of several solutions located throughout 
a plant). Write for equipment details. 


ILLINOIS WATER TREATMENT CO, 
856-7 Cedar Street, Rockford, Illinois 
141 E. 44th St., New York City 











J. H. Oakes 


B. K. Hartman 
He is a civil engineering graduate 
of Brown University, class of 1932, 
and has studied mechanical engineer- 
ing at Cooper Union Institute of Tech- 
nology. Columbia University and Uni- 
versity of Pennsylvania. Before join- 
ing Link-Belt he served as design engi- 
neer for the Hackensack. N. J.. sewage 


treatment works, 
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NEW BOOK 


Finishing Handbook & 
Directory 1952 

Published by Sawell Publications 
Lid.. 4, Lud gate Circus. London. E.C.A. 
600 pp. Price $2.25 postpaid. 











The culmination of a years work 
of revision. this issue of the Finishing 
Handbook & Directory is more than 
twice the size of the previous one and 
is a mine of information on a subject 
that comes into greater prominence 
and significance as the results of re- 
search make new and _ longer-lasting 
finishes available. 

In this year’s edition the sections in 
the front have been re-arranged and 
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several new ones have been added 
clsewhere. Pretreatment processes are 
featured first. and this section is fol- 


lowed by another on paint finishes 


which in turn lead to the associa‘ed 


processes of lacquering. wood finishes. 
transfers. lining and flock spraying. 

Continuing through the book ihe 
reader will find further sections deal- 
ing with electroplating. galvanizing 
and metal coloring. New sections deal. 
amongst other subjects. with mark- 
ing processes. car finishes and irick 
finishes, 

Tables and data of interest and use 
to the finishing shop are again in- 
cluded. and cover metallic elements 
and their properties. pH values for 
electroplating solutions, number of 
gallons capacity of circular tanks of 
a given depth and diameter. standard 
gauges. temperature conversion tables 
and a list of substances with common 
and chemical names and formulae. 

The addition of a comprehensive 
subject index supplements the already 
wide scope of a volume which will be 
eagerly received in the finishing trade. 

The directory section, perhaps ihe 
most useful part of the book, has been 
greatly enlarged and is sub-divided 
into three sections for easy reference. 
viz. Trade and Brand Names. Supplies. 
Services and Equipment. and Names 
and \ddresses. 


Nearly 


alphabetically and there are 600 head- 


3.500 brand names are listed 


ings and cross references listing sup- 
pliers. out-workers and the many ser- 
vices ancillary to the finishing trades. 





Manufacturers’ Literature 











Finishing Equipment Catalogue 


J. Holland & Sons, Inc.. Dept. MF. 
276 South 9th St.. Brooklyn 11. N.Y. 


This firm announces the publication 
of their new 1952 Holland Equipment 
Catalogue. The catalogue gives data. 
illustrations and valuable information 
on the finishing equipment field. The 
catalogue is available at no cost to 
those requesting it. 

Adhesion of Nickel Deposits 

International Nickel Co., Dept. MF. 
67 Wall St., N. Y. 5, N.Y. 

This is a 7-page publication well 
annotated with illustrations and tables. 
Satisfactory pretreating cycles for pre- 


paring high and low carbon steels. cast 
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iron, wrought iron, alloy steels and 
irons, nickel and composite surfaces 
of nickel and steel are given, It is 
shown that with proper pretreatment. 
adhesion between the deposit and ihe 
basis metal can exceed the tensile 
strength of the basis metal. Refine- 
ments and standardization of the Ol- 


lard test procedure are discussed, 
Economy in Polishing 


Dept. ME. 


Behr-Manning 
Troy, N. Y. 


Corp.. 


The above firm, a division of ihe 
Vorton Company, announces the avail- 
ability of an illustrated instructive 
booklet describing the advantages of 
coated abrasive belt polishing methods. 
“How Polisher Pete Put Economy in 


Polishing.” 


Filtration 


Commercial Filters Corp., Dept. MF, 
18 W. 3rd St., Boston. Mass. 


Standard Filter Models — 4-page 
booklet PL-200 gives thumb nail de- 
scription of standard models of Fulflo 
Filters for microscopic clarification of 
industrial liquids and gases. provides 
detailed description of Honeycomb 
Filter Tubes. Gives essential data on 
multi-tube filters of ca- 
pacities from 6 to 60,000 g.p.h. Steel, 


brass. rubber lined steel and stainless 


single- and 


steel models. Special applications. 


Koroseal Linings 


Vetalweld, Inc., Dept. MF. Indus- 
trial Maintenance. 26th & Hunting 


Park Ave.. Philadelphia 29, Pa. 


illu- 
strates and gives considerable data on 
application of flexible 
plating tanks, racks. eic. Typical ma- 


four-page bulletin discusses. 


Koroseal io 


terials handled include nitric. sulfuric. 
and chromic acids, ammonium hy- 
droxide, caustic, plating solutions, and 
many organics. Chief limitations are 
the chlorinated hydrocarbons and aro- 
matics, gasoline and similar solvents 
and acetates. Typical service is_ illu- 
strated by a tank installed in 1937 
10-20% 


1-2‘. hydrofluoric. 


which has been handling 


nitric mixed with 


Fan Catalog 
DeBothezat Fans Div... American 


Vachine and Metals, Inc., Dept. MF, 
Kast Moline, Ill. 


The above manufacturer has issued 


a revised edition of their catalog on 
Bifurcator Fans. Specifically designed 


METAL 


for exhausting fumes or gas whic} 





are abnormally hot, flamma! 
Bifurcator is 
motor driven fan in divided 


T ex 


plosive, the direct 










/USINg, 
with the motor mounted in a separa, 
chamber isolated from — destructiy, 
gases. Catalog is profusely illustrated 
and contains specifications. dimey 
sions and certified capacities of Bify, 





cator Fans from 12” through 48” }, 


diameter handling up to 45.000 eyhj 






feet of air per minute. Copies of th 
(number DB-4-52) can be 
obtained without charge by writing, 





ate o 
Ca alog 







Protective Coatings 






Prufcoat Laboratories, Inc.. 
VF, 50 East 42nd St., Neu 
wa 2 





Dept. 
) ork l7. 







\ new general catalog covering the 





entire line of Prufcoat Protective Coat. 





ings has just been made available for 





general distribution by the manufac. 





iurer. Prufcoat Laboratories, Ine, of 





Cambridge. Massachusetts. 





Subjects of wide interest in the cata. 






log include a list of chemicel agents 





against which Prufcoat has been found 






effective. case history studies of five 






different types of applications in as 






many different industries, and a three 






point analysis of the advantages of 





maintenance painting done the Pruf. 





coat way. 






The entire back page of the catalog 





is devoted to a listing and brief de- 





scription of the physical and protective 





qualities of all eight Prufcoat products. 





With this handy guide, it is a simple 





matter to determine the specific sealer 





primer and finish material required 





for any painting problem. The approp 


riate Technical Bulletin numbers are 





included with each product descrip 
that the 
secure more detailed information. 





tion so reader may. easil\ 






\ copy of the new Prufcoat genera 






catalog may be secured by writing. 






Armored Flowrator Flow Meter 







Fischer & Porter Company. Dept 


VF. Hatboro. Pa. 







\ new catalog now ready for «i+ 






tribution describes variable-area flow 








meters with newly developed. preci 


economical, tapered metal metering 


tubes. This publication discusses Am 
ored Flowrator Meters which are de: 





signed for both high temperature ané 
high pressure and for use where liqui 
hammer and hazardous fluids make 
ordinary meters impractical or danger 


ous, 
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The 10,000-ampere_ self-contained power 
supply . . . the 500-KVA_ installation with remote 
control and automatic programming .. . these make 


exciting headlines and interesting stories. 


But the humble 50-ampere bench rectifier is 
till the heart of many plating operations ... important 


in the laboratory and on the production line. 


And just as experience has taught us to make 
a dependable, efficient rectifier of almost any capacity. 
so also have we found ways of improving the smaller 
units — building more power. longer life, and increased 


usefulness into ever lighter, more compact assemblies. 


So, get the facts on Rapid rectifiers the next 


lime you need a DC power supply — of any size. Tutted te make Aué 
aes ° 






; 
a 


THE NAMEPLATE THAT MEANS "Aloe Fuse + Yoru /™ 


fee 


Sjaee) = “=| RAPID ELECTRIC CO. 


2881 MIDDLETOWN ROAD, NEW YORK 61 


distributors in major cities 
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Detroit has been removed from the April. This has been called the most practice of getting defense work by " 
onsig ae ag. movi 
distress unemployment classification spectacular gain in jobs in the coun- Detroit contractors merely matching . 

‘ 5 ° ° ° ee . ag 
by the unemployment committee of | try and has been the result of the prices bid in non-critical areas and re- Ss 
the Labor Department. channeling into the Detroit area of = ts the bids to a free competitive Coor 

Since last December unemployment many defense contracts. However, the basis. talke 
it ; ; HH HH 4 4 4 HE 4 tc 

has dropped from 120,000 to 70.000 in rise in employment has ended the Higbie Mfg. Co. of Rochester. Mich Wasi 

pres¢ 

of st 

Bm trot 
mip 

pecgd 

Saal me with 
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THE NEW DISCOVERY — A TRIPLE ACTION COMPOUND ie 


ind 


wale 


i. CUTTING 
Rapidly removes polishing lines from both soft and hard metals. 


a 2. COLORING 
ee 7 ae "> >. Produces a lustre unobtainable with ordinary coloring compounds 














3. SEALING THE SURFACE 


Seals surface pores for greatly in- 
creased corrosion protection. 





Easily removed in ordinary cleaning | 
cycles for subsequent plating. 


Make Us Prove It On Your 
Production Problem. 
Send Samples 


DETROIT CHEMICAL SPECIALTIES CO. 


101 S. WATERMAN DETROIT 17, MICHIGAN 
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mer papules Low Initial Cost — Negligible Maintenance 
Division to é 7 * * - 7 
aad y Frederick A. Wiehe, Jr. Protection Against BOTH Acids and Alkalies 


fhe \icAleer Division, with which 
Higbie <tarted its development over a 
decade ago. makes polishes. waxes and 
industrial rubbing and buffing com- 


pound 
er. ss ss 


[The May meeting of the Detroit 
}ranch of the American Electroplaters’ 
Society was held Friday, May 2nd at 
the Hotel Statler. 

[he meeting was called to order by 
President Herb Head. 

Five new members were elected into 
the branch. Mr. Head announced that 
Bruno Leonelli has been appointed 
Research Chairman; Arnold Emmer- 
ich, Stag Day Chairman for 1953; Bob 
Racine, Assistant Secretary-Treasurer ; 
Howard McAleer, December Party 
Chairman and Ed Kubis, Publicity 


Chairman. 


in “U.S.” BRICK FLOORS 





A “U. S. Triple Construction” Cor- 
rosion Resistant Brick Floor pro- 
vides complete protection against 
acid and alkali attack for practi- 
cally an unlimited number of years 


YOUR OWN MASONS CAN LAY A 
“U.S. TRIPLE CONSTRUCTION” FLOOR 
We will provide the materials for your 
own workmen to install a “U. S. Triple 





‘ \fter the showing _of a colored — usually without maintenance Construction” Floor, or if you prefer, 

rd movie. Educational Chairman Fred expense of any kind. we can handle the installation of the 

mh Wagner turned the meeting over to the First, an impermeable membrane complete floor. 

' main speaker of the evening, Jack of U. S. Stoneware’s RESILON Whine for tile tree beak 

™ Cooper of the Boyd-Cooper Co., who is applied over a seid to 6” rigid vate ver Eine wee Seem! 
talked on “Disposal of Plating Room sub-base. page a Age — Detailed construction 

ich Waste.” Mr. Cooper pointed out the cance a exile, Nesilon PrO- = drawings showing ap- 


present day importance of prevention 
of stream pollution and urged the De- 
troit and Grand Rapids branches to 
become more active and cooperative 
with government officials in stream 
ontrol problems. The most widely 
ised methods of eliminating cyanide 
ind chromic acid salts from waste 


water were discussed. 


tects the subfloor against acid 
seepage. Then split or full size 
“USSCO” Acid Brick (depending 
on the load) are buttered with 
“DURISITE” Cement and laid with 
joints ~,” to ¥g” thick. 

“USSCO” Acid Brick are dense, 
strong, resistant to erosion and 
spalling. Accurately shaped to lay 
tight and flat. “DURISITE” Ce- 


proved methods of 
building floors, trench- 
es, gutters, tank and 
motor supports, etc., 
with full techniéal 
data, photographs and 
case histories. Ask for | 


Bulletin AB-17. 





413c 
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ment sets quickly by chemical 
action — resists both acids «and 
alkalies, as well as oils, greases, 
solvents and water. Completely non- 
porous, it bonds brick tightly with 
wafer-thin joints. Durisite is non- 
toxic, safe for workmen to use, and 
stable in storage. 


ONEWARE 





U. S. ST 
AKRON 9, OHIO 
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News from ‘California 


By Fred A. Herr 











0 f th | PROCESS EQUIPMENT DIVISION 
neo 1e p nases 


of the employer-em- 
ployee relations pol- 
| icy of the Cadmium and administrational heads together 
» & Nickel Plating 


§ Company, Los An- 


The company has found that strict 


once a month for an informal discus- observance of this rule has developed 


sion of their problems. in the department heads the assurance 


geles. is the Fore- The meetings are held on the Cad- — that they may speak up and express 


men’s Club which, Nickel premises at 1400 Long Beach their opinion, even though the com- 





over a period of Avenue, Los Angeles. While no formal —plaint may be directed against one 
years, has proved parliamentary procedure is adhered to, of the owners. This freedom of ex- 
sell a splendid medium for creating certain definite, though unwritten pression has been found to develop 


better 
plus the inevitable follow-up 


belier intra-organization cooperation 





practices are followed. One rule is understanding and harmony, 
that all matters that are brought up 


for discussion, and all problems sub- 


ii smooth functioning of the duties higher 


ol foremen and department super- efficiency and bigger production totals. 


oe mitted, must be handled at the meet- \fter the close of such Foremen’s 
; !-Nickel, which is headed by E. ing, and shall not be mentioned again Club sessions, all attending go to a 
own, has had the Foremen’s Club thereafter, no matter how severe a _ restaurant selected by the foremen and 
T ration for some eight years. The criticism may have been directed to enjoy a steak dinner, with Cad-Nickel 
I brings its production foremen someone during the session. picking up the check. 

Mi TAL FINISHING, July, 1952 97 














Alan Sulzinger. plating supervisor 
for Hughes Aircraft Company. Culver 
City, not only knows all about nickel 
and copper strikes as used in plating 


shops, but is also quite familiar with 


another type of “strike’—the kind 
that is made in a bowling alley. Allan 


recently won the all-events prize in the 
Hughes 


ment at the 


Company Bowling Tourna- 
Culver City Recreation 
with a 663 scratch total. His 
195 and 233. 


pin toppling 


Center 
game scores were 235, 
which borders on A.B.C. 
in any league. Doubling with George 
Ht ormheimer, _— also took second 
prize in the 2-man team event with a 
total of | 1.347 pins. 


The Metal Finishing 


Southern 


Association of 
California held its annual 
Rodger 


Auditorium, Los Angeles, on April 28 


election meeting at Young 


and chose the following new oflicers 
and directors for the 1952-53 fiscal 
year: 

Walter Behlendorf of the 


Electroplating Company, Los 


President, 
Spence 
Angeles, who succeeded G. 7. Brown 
of Cadmium-Nickel Plating Company. 
Jack Raskin, L. H. 
Harold 


Com- 


Vice-president, 
treasurer. 
Plating 


Butcher Company: 


Coombes, Crown City 


pany, Pasadena: executive 
(reappointed) H. W. Smith. 

Directors: Mr. Brown, Mr. Coombes. 
Paul Koeckritz, of Los Angeles Par- 
kerizing Company; Meyer Roter, with 
Art Craft Platng Company. Burbank: 
Howard Woodward, with California 
Rack Company, South Gate: Stanley 
Wasleuk, of General Electric Chrome 
Plating Company, Los Angeles; and 
Ernest Fest, with Tool & Jig Plating 
Company. Los Angeles. 


secretary 


Rack 


leased quarters in the 


California Company has 


moved from 
plant of Barber-Webb Company, Inc.. 
6686 Rheem Avenue. 
its own plant of 3600 square feet floor 
area at 4982 
South Gate. 
Howard Woodward, 


South Gate. to 


Firestone Boulevard. 


owner. reports 
that in addition to facilities for de- 
signing and manufacturing conven- 
tional and special plating racks, the 
new plant has been equipped to coat 
racks and offers a complete service 
in designing, manufacturing and coat- 
ing racks. Howard founded California 
Rack Company several years ago after 
a period of service as sales engineer 
Company of 


for Sundmark Supply 


Los Angeles. 


pore enrrcen eereteeeenne ee 





DA YBRITE 


First in Acid Copper 


Let DAYBRITE solve your COPPER PLATING prob- 


lems. Check these important, money-saving items: 


High Plating Speed 
High Degree Of Leveling 


Smooth, Lustrous Deposits 


i: = = = & 


Color Buff or Brite Dip. 


DAYBRITE is time tested and proven. Write now for 


new technical bulletin giving full details. 


DAYTON BRIGHT COPPER CO. 


Dayton 4, Ohio 


1030 Valley St. 
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Low Conversion and Operating Costs 


Ideal As Undercoat For Chromium After | Da 





PLATING OR 


POLISHING PROBLEMS? 
depend on 


the Southwest's leading supplier 
of industrial plating and polishing 


© EQUIPMENT 
®© MATERIALS 
| ° KNOW-HOW 


NG Manufacturing Co. 


2315 Delmar Blvd. MAin 3335 ®ST. LovIs3” 
301 WN. Market St.¢PRospect 5423 DALLAS 1 





Harry M. Bayley. Jr.. has be» ele. 
vated from the post of vice-pr. iden, 
and general manager to president of 
Pacific Abrasive Supply Cov pany. 
Los Angeles. The firm was esta! \ished 
by his father, Harry. Sr., in 192) and 
has become one of the leaders in the 
abrasive and buffing fields, with plants 
in Los Angeles, San Jose. Calif. and 
San Francisco. 

Other executive changes are the fol. 
lowing: NV. C. 


Bayley, to general sales 


manager and vice-president: Leo fF 
Lamb, vice-president and treasurer: 
M. P. Tuttle, secretary. 
continue in 


and will also 
his post as general map. 
ager of the San Francisco and San 
Jose aouniion. 


C. A. Peterson of Oakite Products 
Los Angeles technical service staff. and 
Mrs. Peterson, returned to Los Angeles 
May 31 from a month’s tour of Mey. 
ico. The Petersons planed from Los 
Angeles to Acapulco, Mex.. for a 
rendezvous with Commander Osca; 
USN) Retired. and Mrs 
Schwartz. who had 
After three 


Las Americas in Acapulco on the west 


Schwartz, 
motored down. 
grand days at the Hote! 
coast. the four made a leisurely auto 


tour across Mexico Vera Cruz on 


avies 
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f, A stop was made at Cuern- 
avaca here they visited the Hacienda 
de Visia Hernandez, which, reportedly, 
was used as headquarters by Hernando 


the G 


the Spanish conquistador, dur- 
conquest of Mexico in the 16th 
.. On to Vera Cruz and reiurn 


Corte 
ing hi 
Centu 
to Mexico City, the 
schwartz’ drove, with a stop-over at 
the beautiful Hotel Fortien. 


Doing business with, or even call- 


Peitersons and 


ing upon, a Mexican plater is attended 
with some difhiculties, Peterson repori- 
ed with a chuckle. He 


tried three different times to contact 


said he had 


a certain owner of a silver plating 
plant. but on each occasion (the time 
was mid-day}, he found the shop 
tightly closed while the owner was en- 
joving his siesta. and could not—or 
would not—be disturbed. 

Poly Products, Inc.. has moved 
from Calif.. to 138 


Pomona Ave.. El Monte. Calif... where. 


Pasadena. Kast 


according to owner Robert T. Gordon, 
1.000 square feet of manufacturing 


area are available. Poly Products 
manufactures polishing heads, _ ball 


hearing mounted spindles, grinding 


heads, etc.. for the finishing and other 


trades. 















THE ELECTRIC PRODUCTS CO. 
+1737 CLARKSTONE ROAD + CLEVELAND 12, OHIO « 


Sparkler Opens Branch 
to Serve West Coast 


Sparkler Manufacturing Co., Munde- 
lein, Ill., manufacturers of a complete 
line of filtration equipment for indus- 
trial, commercial, institutional, and 
domestic use, has announced the open- 
ing of a new branch office and ware- 
house to serve the West Coast. Located 
at 612 N. San Blvd.. Los 


Angeles 46, Calif.. this new branch 


Vicente 


will offer expert engineering service 
to help solve any problem of liquid 


purification. 


The warehouse, located at the same 
address, will carry a stock of standard 
model filters, replacement parts, and 
a complete stock of supplies, includ- 
ing all types of filter aid and filter 


media. 


Sparkler has also announced that 
Vr. Richard E. Shields has been ap- 
pointed West Coast Sales Manager. 
Mr. Shields. associated with Sparkler 
for many years, brings a broad back- 
ground of experience in all phases of 
West 


and will be available for consultation 


filtration to the Coast branch. 


at any time. 


Assure lower-cost 
operation, higher 
operating efficiency 
and more depend- 
able service. For de- 
tailed information, 
\ send in the coupon 
\ for Bulletin 20-210. 
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“Associations and Societies 











AMERICAN ELECTROPLATERS’ 
SOCIETY 


Cincinnati Branch 

The 
American Electroplaters' Society made 
April 


made 


Cincinnati Branch of the 


its annual 
30th 
the pilgrimage to Dayton where they 


inspection trip on 


when forty-two members 
were the guests of the Frigidaire Di- 
GMC. They 


with a strenuous but enlightening tour 


vision, were rewarded 
of some 130 acres of the vast Frigid- 
aire plant. They were privileged to 
see the stamping. welding. fabricating, 
assembling, plating and finishing of 
the many parts used in the manufac- 
ture of refrigerators. electric ranges, 
freezers. water heaters and other prod- 
ucts produced at this plant. It was 
rather difficult to visualize so many 
different parts being made in so many 


different sections of this huge factory 


You don’t need a wet nurse...with Monel 


You don't have to coddle your pickling equipment 
when it’s made of Monel®. 
nance procedures, tough, corrosion-resisting Monel 
will give you 


With normal mainte- 


many years of service. Even after 


years of extended use it can be reconditioned for 
additional service. 

















INESHING.. fits 


NAME 

TITLE ’ 

COMPANY . 

STREET : 67 Wall Street, New York 5, N.Y 
se ZONE STATE . 


1952 


And reconditioning is a snap! 
Monel is highly workable and can be easily welded. 

It's on extended delivery right now because of 
defense. So order well in advance and be sure to 
give your fabricator your NPA rating and complete 
end-use information as required by the NPA. 

For an informative booklet, write today for your 
free copy of “A Good Start To A Better Finish.’ 


That's because 


THE INTERNATIONAL NICKEL COMPANY, INc. 


10 
Monel - F , capaclly 
PICKLING = ON 
EQUIPMENT ~*~ 9 5° 


dif, 


ety 


99 














and all arriving at the right place 


appointed chairman of a Committee 


dent Bob Woofter with his past _ yes). 




















Z je aie 2 ss A : : pre 
at the right time. Twenty-two miles of consisting of Messrs. Bonem, Stephen- dent pin. Mr. Woofter then ann: ced me 
conveyors phus 20th Century ingenuity son and Gannon. that one of our members, Herb §. ylor. I 
were responsible for the arrival of the Mr. James W. Hensley of Wyandotte had been given the distinction |: he. ent 
multitude of parts on schedule. It was Chemical Corp. was introduced as the ing made an honorary member |‘ the Sch 
4 foot-sore and weary group of Cin- speaker of the evening. Mr. Hensley Pittsburgh Branch. Cot 
cinnatians who drove back to their iscusse **Radioactiv ‘racers 1 = ’ : ; 
: ) a oO | ~t yee Radioactive Tracers a The ladies were each given « per. Rei. 
rmmes amptly rewardae¢ rr a mos l le a M i 
ses se _ eaning, pointing out that fume atomizer as a favor and s eral J 
instructive evening. they were mainly used in laboratory . . Eln 

ies ; ’ Westinghouse appliances were pre. am 
The last regular meeting of the — work but expressed the hope that some me bra 
on ‘ sented as door prizes. Cigars, courtesy ; 
season was held on May 28th at the — day such tracers could be used in the f Schaff Broth vea 
—— . ee ah d ° . ° IC 5, we ven 
:ngineering Society headquarters. The shop since it should be a simple and . — a a a ae eral 
proceedings were opened with a movie inexpensive test method of cleaning. <P SRD 0 SCE Pee P 
presented by Minnesota Mining & Mfg. The Minnesota Mining & Mfg. Com- Slim Bryant and his orchestra en. {pr 
Company on the polishing of jet en- pany were hosts for the Social Hour  tertained with dance music. When the atte 
gine blades. A short talk on belt polish- — which concluded the evening. party finally broke up everyone agreed ing 
ing was then given by rege rite: —_ en that Pittsburgh’s get-togethers are exce 
man of the local office. President R. 7 . growing better every year. offic 
D. Miller then opened the business The Pittsburgh Branch held _ its RB 
portion of the meeting with Secretary Annual Ladies’ Night Banquet on Sat- May Meeting hie 
Charles Wise reading a letter of resig- | urday night, April 19, at the well “i . 200 
e S16 Mees - a The Pittsburgh Branch held its last . 
nation which was reluctantly accepted, | known Mona Lisa Lounge in Suburban , nee 
ae ‘a meeting of the fiscal year on May 
and then the applications of Earl Leon- _ Pittsburgh. Our banquets have been 8 he SI Hotel. Off tion 
hardt and Curtis Varland were unani- growing larger every year and we ‘ —— Pear ik oie RB . ©, = D 
mously accepted. Charles Wise sug- had a record attendance of over 300 ¢nt Were Nex Goldbach, boo W oojter, of § 
gested that the Cincinnati Branch con- on this occasion. A sumptuous T-Bone Ed ashburn, Rudy Schindler, Damon even 
duct a regional meeting in the fall Steak, covered with mushrooms and Antel, Bob Varner, Ed Smith and Leo Phy 
such as held in /ndianapolis and Day- surrounded by all the trimmings, was | Schmitt, Sr. Sixteen (16) members at- post 
ton. Mr. Wise moved that a committee — greatly enjoyed by everyone. tended dinner and enjoyed a delicious that 
be appointed to investigate the possi- After dinner, the chairman of the meal prior to the business meeting. long 
bilities of holding such a meeting. The | Entertainment Committee, Paul Mc- Approximately twenty-seven (27) scier 
motion was passed and Mr. Wise was — Closkey, presented our outgoing presi- members were present when outgoing 
Satta MADE EASIER | 
g, | 
Cool Runs | 
On If you already know how to maintain your brass solution without | 
rejects or off color deposits don't send for our new bulletin. 
It's ready to send though to anyone who thinks he can learn | 
something about brass plating as we tell it. A New way to | 
maintain brass solutions to give perfect results every time. 
TRUE BRITE Nickel Brightener is still the leader in these days 
of scarce chemicals. Gives good results all the time. Still available 
at low prices. 
Let CUTMASTER’s perfect bal- TRUE INSULATORS protect against shorts in your water 
. . steam and air lines. Especially designed for electroplating service 
ance, and special construction for Now available in sizes from Ye inch to 1% inches for immediate 
extra coolness and service slash your delivery. 
automatic buffing costs. We'll rush | 
you the details—write, wire or phone! 
TRUE BRITE CHEMICAL PRODUCTS CO. | 
WILLIAMSVILLE BUFF DIVISION fies ne | 
} 
The Bullard Clark Company Practical Products for Practical People 
DANIELSON, CONNECTICUT | 
— ee 
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the 
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eed 


are 


ying 


it 





yresid: nt, Bob Woofter, brought the 
meetin to order. 

Fiv. new members were welcomed 
into the branch. They are: Robert D. 
Schafiner, Schaffner Mfg.; Ray E. 
Cover. Industrial Lining; Carl G. 
Reinheimer, Jr., Standard Steel Spring; 
|. Carl Tervey, Oakite Products; 
Fimore J. Newton, J. & L. Steel. The 
bran is quite confident that next 
vears membership will grow consid- 
erably. 


Paul McCloskey, chairman of our 
{pril Banquet reported that 302 people 
attended and enjoyed the record break- 
ing Ladies Night. Leo Schmitt did an 
excellent job in inaugurating the new 
officers for next fall. 

Bob Varner gave a short resume of 
his plans to increase membership to 
200 members and he emphasized the 
need for young blood in the organiza- 
tion. 

Dr. Abner Brenner of the Bureau 
o} Standards was the speaker for the 
evening; his subject, “Project No. 9— 
Physical Properties of Electro De- 
posits.” Dr. Brenner first emphasized 
that electroplating is certainly no 
longer merely an art or craft but a 
science, The physical properties of 


electro deposits are, therefore, ex- 
ceedingly important and obviously de- 
serve careful study. The industry as 
a whole too often does not delve into 
physical properties to the extent that 
it should. Dr. Brenner very ably sold 
the members present on the importance 
of the work that has been accomplished 
and is still being accomplished along 
the line of physical properties. The 
question period which followed the 
lecture was so lively that it had to be 
broken off by the Librarian so that 
Dr. Brenner could ©» tch his train. 
Rex Goldbach, new president, then 
brought the business meeting to a 
close and the balance of the evening 
was spent in drinking refreshments 
along with friendly conversation. 


Indianapolis Branch 


The Indianapolis Branch made their 
annual trip to Columbus, Ind. for 
steak dinner served at Arvin Industries 
Cafeteria—67 members, 
guests were present. 


and 
A short business 
meeting was held, with President A. 
Kriese presiding. The treasurer read 
a financial report showing that Indian- 
apolis Branch was in healthy condi- 
tion. Election of officers was special 
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the business of the evening. Those 

elected were as follows: 
President:—Donald L. Patrick. 
lst Vice President:—Albert Kriese. 
2nd Vice President:—FElmer Lund- 


berg. 
Secretary :—Miss Eda Rohrabaugh. 
Librarian:—Bert Hawhee. 


Board of Mgrs.:—C. 
A. M. Max, Ed. Bruck. 
Elected to membership were Mar- 
shall Combs, Max Fraze, Leon L. Deer. 
The meeting adjourned at 9:05 p.m. 


Weekly, Dr. 


for entertainment program. 


Louisville Branch 


The regular monthly meeting of the 
Louisville Branch. American Electro- 
platers’ Society was held Thursday, 
May 15, 1952, at the Kapfhammer 
Party House, Shelby and Burnett Sts. 
with a dinner 6:30 p.m. 
First Vice President, Stanley J. Beyer, 
opened the business meeting at 8:00 


served at 


p-m. with 25 members and guests 
present. 
The roll call of officers was read 


and all were reported present. 
Reports of Special Committee: 
The By Laws Committee of the 
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Thomas K. 


Beyer sub- 


Arthur A. Oertel. 
Stanley J. 
following changes in the 
A.E.S. By Laws. 


Branch. 
Allison. and 
mitted the 
Louisville 


OFFICERS 

President 
By Laws. 

First } ice President 
the present By Laws 


No change in the present 
No change in 
Chairman of the 
Membership Committee. 
Second Vice President—No change 
in the present By Laws—-Chairman of 
the Sick Committee. 


No change 


Chairman of 


Secretary & Treasurer 
in the present By Laws 
the Publicity Committee. 

Librarian Sec. 6—Omit in By Laws. 

He shall send notices to all members 
and interested parties publicizing the 
regular and special meetings. The no- 
tices shall be sent out approximately 
two weeks prior to meeting. 

4Add—He shall prepare and transmit 
information to the Secretary & Treas- 
urer, regarding the program of the 
Educational Session at least two weeks 
prior to the date of the scheduled 
meeting. 


Add to by Laws. 


He has the responsibility and duty 


Sargeant at Arms 








to maintain order and discipline in 
the Branch. 
Add to the By 


Laws.—The past President automatic- 


Board of Managers 


ally becomes a member of the Board 
of Managers. 

The President is to appoint the fol- 
lowing committees in May of each 
vear for the remainder of the fiscal 
year: 

Standing Committees—Appoint one. 
Membership Committee 
Sick Committee 
Publicity Committee 
Educational Committee 
Write up 
Vieeting Notices and announcements, 
Minutes, Attendance Record, Financial. 
(Arrange 
for speakers and Technical Sessions, 
Movies. Speaker Traffic. 


ORDER OF MEETING 


Secretary & Treasurer 


Librarian—Meeting place. 


Opening of Meeting. 

Roll call of Officers. 

Reading of the Minutes of the 
previous meeting. 


WN 


4. Reporis of Standing Commit- 
tees. 

5. Reports of Special Committees. 

Applications for Membership. 





Better tanks speed production 
AND REDUCE MAINTENANCE COSTS 


STORTS combines soundly engineered con- 
struction with fine weldmanship to assure long 
life values in your plating tanks — and free- 
dom from breakdown delays. Every tank in 
the line has a hidden reserve of endurance 
and performance capacity. 


In CORP ORATED 
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7. Balloting for Membershi, 
8. Correspondence. 
9. New business and Good ©: the 
Order. 
LO. Elections of Ofhcers. 
ll. Election of Delegates. 
12. Report of the 
13. Adjournment. 


Treasury. 


14. Educational Session. 
After some discussion, the changes 
submitted were adopted by an unani- 
mous vote of the members presen! 
Applications and Lalloting for 

Vembersh’p: 

Henry T. Brumleve, Charles R. 
Arbegust, Albert S. Engle. Walter R. 
Haines, Jr.. Raymond W. Shallcross. 
Villard E. Vowels. Richard F. Hater. 
W. A. Charles H. Peters. ajj 


active members. 


Velson, 


Vew Business and Good of the Order: 

Transfer of Joseph G. Sterling from 
A.E.S. to the 
Louisville Branch A.E.S. has been ae- 
cepted effective April 1. 1952. 
Election of Officers: 

The newly elected officers for the 
Louisville Branch A.E.S. for the fiscal 


vear 1952 


the Bridgeport Branch 


to 1953 are as follows: 


President—Arthur A. Oertel. 







PROTECTIVE COATINGS 


AY ee 


in place of hot dipping. 


Electrotinning uses approximately 60% 
less tin than hot dipping—provides an 
even better finish or protective coating. 


And, with M & T's new high speed 
electrotinning process you can now ap- 
ply tin to iron, steel, brass, copper and 
other metallic surfaces several times 
faster than with older plating methods. 


High speed electrotinning is efficient, 
economical and exact. Results can be 
closely controlled both as to quality 
and as to thickness of deposit. Equip- 
ment required is neither elaborate nor 
costly. 

Investigate high speed electrotinning 
for household utensils and other essen- 
tial products now. It may supply the 
answer to getting along on or even 
doing more work with your present 
allocation of tin. Technical help is 
readily available from our sales engi- 
neers. Write! 


‘ETAL & THERMIT CORPORATION | 
160 EAST 420¢ a © MEW YORK 17, W. f 4 
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Fiy-t Vice-President—P. H. Pate. 


Se ond Vice-President John W. 
Schi 

Se retary & Treasurer—Joseph GC. 
Sterling. 

Lilrarian—Stanley J. Beyer. 


Sergeant-at-Arms Paul S. De- 


Haven. 
Board of Managers—Thomas kK. 
jllison. Albert Steidle. Garland A. 
Logsdon. 


Election of Delegates: 

Delegates and Alternate Delegates 
elected to the National Convention 
held at Chicago. Ill. from June 16 to 
20 inclusive are as follows: 


Delegates— Stanley J. Beyer, Ken- 
neth Martin. Joseph G. Sterling. 

{lternate Delegates Arthur A, 
Oertel. Thomas K. Allison, Paul S. 


DeHaven. 

(he Treasurer's report was read and 
accepted. 

First Vice-President. S. #. 
turned the meeting over to Librarian, 
Arthur Oertel. who after a brief talk 
introduced Mr. Arthur E. 
the General Chemical Division of the 


Beyer, 


Carlson of 


{llied Chemical and Dye Corporation, 
New York, N. Y.. as the speaker of the 
evening. Mr. Carlson spoke on the 


subject of “Fluoborate Plating Solu- 


tions’ accompanied by slides which 
proved very interesting. Considerable 
discussion followed the talk and Mr. 
Carlson was given a rising vote of 


thanks. 
Chicago Branch 


One hundred members turned out 
for the May 9th branch meeting to 
hear Mr. C. F. Paulson of The Perm- 
utit Company discuss recovery of pro- 
fitable wastes from plating operations 
using ion exchange equipment. Mr. 
Paulson illustrated his address with 
a fine selection of slides demonstrating 
in detail advantages of this recovery 
technique. Following his presentation. 
a lively question and answer period 
was conducted for the benefit of those 
attending. 


“They Were There” 


\ pleasure to see 


Department 

Fred Schneider 
and Fred Zavasnik from Crane Com- 
pany in attendance. Fred Schneider 
has been under doctor’s orders for 
Frank Lavitas finally 
Lee Seabright 
attendance—*“Old 


quite a while 
made it from Florida 
of Acme Steel in 
Reliable” Pete 
plating experience with some of the 


Belson sharing his 


| 
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vounger members—Bill Jefferies of 
Du Pont telling his troubles to Var 
Daniels and P. C. Miller—John Kur- 
denock brought news of his new asso- 
ciation with American Rack Company 

Harry Schuessler and Vic Brouse 
of Apollo Metal Works turned out to 
learn about ion exchange—Art La 
Tour and S. Rickert discussing mutual 
problems—new members Dallas Arm- 
strong. Mike Ralph. 
Belke. Charlie Floyd 
Vickelson getting into the regular at- 
habit—Rudy Hazucha will 
certainly appear on the list of Amer- 
Frank Swagler 
of A. B. Dick made his appearance 
VW. lwen along 

The Aocour brothers out in force. 
Cyril. Les and Orv. 


Vakashima. 


Vorcross and 
tendance 
ica s best dressed men 


loe {ndrus brought €. 


Baltimore-Washington Branch 
13. 1952. the 
Baltimore-Washington Branch met at 
the National Bureau of Standards, 
Washington. D. C.. for the final meet 
ing of the current season. 
Urs. Vineent J. Hughes, Jr., 
Vice-President presided in the absence 
of the president. Vr. 


elected ofhcers were 


On Tuesday. May 


branch 


George Best. The 
newly inaugur- 


a a a a ae 


SEND THIS COUPON i 
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.more uniform... 
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Drying ... Polishing 


Position 


= State 
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ated by the past president, Dr. Vernon 
A. Lamb. Discussion followed in re- 
gard to the use of the Baltimore Engi- 
neers Club as a meeting place for the 
branch. The final decision will be made 
at the next Board of Managers meet- 
ing. 

Mr. Barry Freer of the Washington 
Board of Trade spoke on the subject 
A.E.S. national convention in 
Washington. The Board of Trade is 
prepared to render considerable ser- 


of an 


vice in arranging and conducting such 
a convention. The members were in- 
formed that 1956 might be the avail- 
able year assuming that Cleveland put 
1955. A 
passed instructing the branch delegates 


in a bid for motion was 
to bid for the convention for 1955, 56. 
or 57. whichever is first available. 
Viss Jean Hickey and Mr. 
Goldberg were elected to branch mem- 
bership. A 


was received from Mr. Daniel W eather- 


Samuel 


membership application 
ford too late for inclusion in the last 
Baili-wick; 
therefore. in order not to hold up his 
membership until the fall the usual 
election rules were suspended and Mr. 
Weatherford 


ship by unanimous vote. 


presummer issue of the 


was elected to member- 


Mr. Fred Fulforth of the Philadel- 
phia Branch attended the meeting and 
urged an increased effort be made 
to obtain additional sustaining mem- 
bers for the A.E.S. research fund. 

The speaker of the evening was 
Mr. Harold Faint of the Industrial 
Filter and Pump Manufacturing Co. 
of Chicago, Ill. In addition to an en- 
lightening talk on filtration in the 
plating industry, Mr. Faint said a few 
words about the approaching Chicago 
A.E.S. national meeting to be held in 
June. 


Los Angeles Branch 


William Castell of the process lab- 
oratory of Lockheed Aircraft Com- 
pany, Burbank, Calif., delivered a talk 
on development of plating processes 
for the aircraft industry at the May 
14 meeting of the branch of the Amer- 
ican Electro-Platers’ Society, which 
was held in Rodger Young Auditor- 
ium, Los Angeles. 

Since the aircraft industry occupies 
such a prominent position in the metal 
of Southern Cali- 
fornia, the meeting was exceptionally 


finishing industry 


well attended. with some 65 members 


and guests appearing to hear Mr. 


Castell’s remarks and to pay th ‘5 re. 
spects to Myron Orbaugh of th: Bone 
Engineering Company in his f, ap- 
pearance as presiding officer. 

Mr. Castell presented a sho i ae. 
count of developments of finish ig jy 
the electrolytic and allied phases of 
the aircraft industry. He displayed 
samples of work Lockheed ha: pro. 

either experimentally «yr jy 
actual production. 

“I am frank to admit that the finish. 
ing of aircraft parts is a puzzling prob. 
Mr. Castell said. “I was for 
15 years with General Motors. There 


cessed, 


lem,” 


we had mass production and knew 
exactly how many parts we would do, 
would have practically the same plating 
problems, and the size of the parts 
remained the same, at least for a year. 
But in the 


tions. processes and sizes are changing 


aircraft industry condi. 
constantly.” 

The speaker declared that size of 
parts is an ever-present problem 
aircraft plating. He said that finishing 
departments in plane plants are actu- 
ally only overgrown job shops, as 
there is no mass production and parts 
differ in size and shape, even in day 
to day operations. 


FILTER 
MEDIA 


FOR ALL TYPES OF 
PLATING SOLUTIONS 


FILTER PAPER 


No. 11 Self-Acting TEMPERATURE 
INDICATING REGULATOR 


<— Other dials available 
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SAVES LABOR—Stops Losses 

caused by over-heating LABORATORY .... INDUSTRIAL . . . . Made from 
finest materials for accuracy and dependability . . 
light and heavy weights . . . slow and fast filtering 
speeds . . . large stock maintained . . . cut to any 
size and pattern . .. samples furnished for exper- 
mental purposes. 


FILTER CLOTH 


Cottons, wools, felt, glass, nylon, silk, vimyon, soron 
metal mesh and many other synthetic materials cut 
and sewn in all shapes ond sizes . . . many weoves, 
weights and finishes. 


ASBESTOS PADS 


Quality filtering pads furnished in a range of grades 
varying in porosity and filtering characteristics. Sizes 
and shapes for all needs. 


OTHER “Filpaco’’ PRODUCTS: Filters, stainless steel 
storage and mixing tanks, fillers, pumps, conveyors, 
portable agitators, fittings and filter aids. 

WRITE TODAY for further information and samples! 


We will be pleased to discuss your filtration supply 
and equipment problems without obligation 


FILPACO INDUSTRIES . 
The FILTER PAPER CO. 


2417 S. Michigan Ave., Chicago 16, I!!. 


Automatically controls tempera- 
ture of liquids or air at any point 
desired. Needs no compressed 
air or electricity for its operation. 


3 Plus Values give you more 
for your money: 1) Easy to 
read 4” dial thermometer 
shows temperaiure of liquid 
or air being controlled, 
makes it easy to adjust regu- 
lator for proper temperature. 
2) Has valve stem lubricator. 
3) OVER-heat protection. 


UNSURPASSED FOR 
DEPENDABILITY 
and LONG LIFE 


Powers No. 11 Regulators 
are available also without 
dial thermometer in a variety of 60° F. 
ranges and valve bodies 14" thru 8”. (110) 


ECONOMICAL « DEPENDABLE + SIMPLE * EASY TO INSTALL 


p> WRITE FOR BULLETIN 329e@THE POWERS REGULATOR CO. 
3479 OAKTON STREET, SKOKIE, ILL. — Offices in over 50 Cities 
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“W. may buy equipment to handle 
parts 20 feet long and after the ma- 
chine:y is in, we may find ourselves 
calle’ upon to process a part 30 to 35 
feet long,” he said. 

Mr. Castell bypassed the familiar 
practices which are known to most 
platers and concentrated his talk on 
three specific processes employed in 
aircraft work—protecting steel, mag 
nesium and aluminum. He _ touched 
upon such subjects as cadmium plat- 
ing without hydrogen embrittlement 
and experiments Lockheed is making 
to put cadmium on steel by plating on 
an alloy of cadmium and tin. 

He said that the aircraft industry 
is using more magnesium at present 
than last year in deference to a Gov- 
ernment request to do so. 

Five guests were introduced during 
the business session by Sergeant-at- 
arms Hetz of the Vefford 
Chemical Company: Maric Mayhew of 
Braun Corp.: Howard Kingsley and 
Rod Jones of Turco Products: E. W. 
Donohue, North American Aviation 
Co.: Charles Hardy of the Diversey 
Corp.; and Miss Lee Abramowitz of 
fri-Craft Plating Co. 

George Browning and Alex Heller 


George 







* Ideal for both continuous 
and periodic filtration. 

* Corrosion proof stainless 
steel construction. 

* No loss of expensive solutions; 
crystal clear filtration. 


* High temp. filter cylinders—transparent lucite 


or stainless steel. 


Write today for descriptive literature 


- SETHCO 


METAL FINISHING, July, 1952 





yout polulions 
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ELIMINATES PITTING 


Capacity 50-100 gals./hr.; simple operation. 


78 Willoughby Street 
BROOKLYN 1,N. Y. 


were initiated into membership. The 
initiation of Melvin Maul was post- 
poned till the June meeting. Applica- 
tions were filed by Charles A. Petrie, 
Richard S. Patterson and Burt J. Sher- 
wood. 

Earl Coffin, new chairman of the 
sustaining membership committee, re- 
ported on a plan for stepping up activ- 
ity in that field. Mr. Coffin proposed 
that more effective results could be 
obtained by working through a com- 
mittee composed of a_ representative 
of the plating shop owners and one 
of the supply firms, with himself as 
ex-officio member and chairman. 

With such a committee. Mr. Coffin 
believes that it should be possible to 
increase the number of sustaining 
members to at least 20 by the end of 
the year. 

Retiring Lostutter 
was presented with a fishing reel as 
a token of regard for the fine job he 
did at the helm of the branch during 
the 1951-52 term. 

Fred Raymond, chairman of the 
Picnic Committee, reported that June 
29 has been selected as the date for 


president Roy 


this year’s picnic, with South Gate 
Park in South Gate as the locale. The 


FASTER 


CLEANS — POLISHES 
ABSORBS GREASE 


annual massacre of the diamond, with 
a ball team of plating shop men op- 
posing a team of supply house repre- 
sentatives, is again on the schedule. 
Stuart Krentel volunteered to bring 
along The Spence Plating Company's 
adding machine to assist in keeping 
the score. This slur was loftily re- 
jected by Raymond, declared 
that a tight game, with inside base- 


who 


ball prevailing, and a tight rein in 
uninhibited base running, will be the 
order of the day at this year’s picnic. 

For the record—in 1951 the Platers’ 
Team beat the Suppliers in a free-run- 
ning game 15 to 12. with Dexter Hall- 
din’s 12-year-old daughter Barbara 
driving in five runs with two hits. 
Dexter has his back in a plaster cast 
nothing the 


this year, but there's 


matter with Barbara. So—Suppliers, 


beware! 
June Meeting 

\ symposium on the treatment of 
zine die castings was presented at the 
June 4 meeting of Los Angeles Branch 
of the Electroplaters So- 
ciety, held in Rodger \udi- 


American 
Y oung 
torium. 

The meeting. preceded by the usual 
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COBALOY — clean, uniformly ground corn 


absorbs grease while cleaning and 


- removes surface irregularities 


without abrasive action. 


Economical — This low cost corn cob meal is 
an efficient agent in tumbling machines — so 
highly absorbent it lasts 4 to 12 times longer. 


Guaranteed — Cobaloy is guaranteed uniform 
ground and clean—free from any abrasive 
foreign particles. 


Prompt Delivery — Large capacity and central 
location for prompt dependable delivery. 


WRITE TODAY FOR PRICES AND SAMPLES 
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dinner, had been moved forward from 
the regular second-Wednesday to avoid 
confliction with the Supreme Society 
Convention dates. 

Three 


zinc base die castings comvosed the 


outstand'ne authorities on 


discussion panel. Each speaker 


handled a designated phase of the 
broad subject. The discussions were 
partially based on papers which had 
heen presented at the L951 A.ELS. 
convention in Buffalo. N. Y. 

On the panel. and in order of their 
Glen Beckwith. 
Vetallon Products. 
Earl W. Arnold. 
engineer, L.  H. 
Butcher Co.: and Chester G. Borlet. 


United 


appearance, were: 
general manager. 
Inc., Los Angeles: 
technical — service 
West Coast district manager. 
Chromium, Ine. 

Stuart’ Krentel 
of the Spence Electro-Plating Co.. ex- 


Panel director G. 
plained that the presentation was in- 


tended to give members who have 
never attended a national conclave a 


preview of what an A.E.S. convention 


Mr. Arnold, appearing in No. 2 
spot on the program, discussed “Chem- 
ical and Electrochemical Preparation 
of Zinc Base Die Castings for Electro- 
plating.” 

Mr. Borlet was prevented from 
attending the meeting and his paper 
on “Electroplating Zinc Base Die 
was read by Mr. Krentel. 
Since each of the papers has been 


Casting” 


published in full in the proceedings 
of the 1951 convention, an abstract of 
them in this report would merely be 
repititive. 

Each speaker gave a short resume 
of his paper and the meeting was 
then opened for round table discus- 
sion. The attractiveness and timeliness 
of the program, and the fact that this 
was the last meeting of the spring 
series for the branch, produced an at- 
tendance of some 65 members and 
cuests. Every plater apparently has at 
some time or other experienced difh- 
culty in plating die-castings, and some 
spirited discussion followed the read- 


senting John Merigold, who ha torn 
himself away from his “landed « ate" 
in San Gabriel. Calif.. to aty 
first branch meeting in’ six mnths 
John operated a precious metal | 
shop in Los Angeles for a s 

vears, retiring four or five yea 

Other guesis who were int: 
included the following: 

William Nairn, A. J. Lyne! 
“Chick” Sales, Advance Platin: 
Morris Tov-er, Ajax Hardwar : 
Robert Stuart, Turco Products. Ine.: 
V. C. Guys, California Testing Labora. 
tory: Henry Martin and W. Soo of 
Spence Electro-Plating Co. 

Upon suggestion of President (pr. 
baugh, the branch gave a vote of 
thanks and appreciation to Finishing 
Publications, Ine. * . . . for the liberal 
publicity and coverage of Los Angeles 
Branch activities that the publishers 
of METAL FINISHING have given to 
our affairs through the years.” 

The written requests of San Fran 
cisco, California. and Melbourne. Au. 


his 


no 
ime 
Plate 


whit h 


thy 


[he 
with 


is like, and “also will stir up some — ing of the papers. stralia, branches. to have Los Angeles 


discussion among branch members.” President Myron Orbaugh presided — Branch serve as their proxy at the Clit 
Mr. Krentel first introduced Mr. 


Beckwith, the title of whose paper was ing — the 


1952 A.E.S. convention were approved, that 
Fred Raymond of Harshaw Chemi- eopl 
cal Co., chairman of the Pienic Com- ontre 


over the business session, In introduc- 
guests. Sergeant-at-arms 
George Hetz of the Mefford Chemical 
Co. made a special ceremony of pre- 


Electr0o- Cupralum 


rtuodes 
FOR CHROME PLATING 


A NEW AND REVOLUTIONARY DEVELOPMENT 
Electro-Cupralum Anodes are manufactured 
by combining copper and lead through a 
Homogeneous Extrusion Process whereby 
the two metals are chemically and insep- 
arably bonded together. 
The resultant product consists of a full width 
continuous copper electrode with a Homo- 
geneous lead covering on all sides except the 
underside of the copper hook. 
FEATURES 
Ten times the electrical conduc- 
tivity of any Lead Anode. 
Faster, better plating. 
Even distribution of current 
through solution. 
Permanently rigid. 
. Tenacious, insoluble coatings. 
. No build-up of temperature. 
. Periodic cleaning unnecessary. 


Electro-Cupralum Anodes are superior be- 
cause they combine the superior conductivity 


“Requirements of Zinc Base Die Cast- 


ings for Electroplating.” mittee, announced that Gus Brigan- 





l quality starts 
with a 
Superior 

Finish 








The finish on your product reflects the craftsmanship, the 
quality of that item. That’s why so many metal fabricators 
specify Haskins Flexible Shaft Machines for all their polish- 
ing, sanding, grinding, buffing, and filing operations. Like 
this manufacturer of stainless steel sinks, they have found 
that Haskins power and the right attachment provide pre- 
cision operation that assures quality production. 

Because you handle only a light handpiece—not a heavy 
motor—you find that operator fatigue is reduced, production 
goes up. And multi-speed power allows selection of the right 
speed for varied operations. 

You'll find the right combination of power, speed and 
. : . attachments for your specific application in the complete 
of copper with the superior protection of Haskins line. Write today and ask for our recommendation 
lead. on your grinding, sanding, filing or polishing job—no obliga- 
YY tion, of course. R. G. Haskins Co., 6), S. Wasntenaw Ave: 


Chicago 12, IIl. 
KNAPP MILLS, INCORPORATED 


Executive Offices: ae 
23-15 BORDEN AVE. LONG ISLAND CITY, N. Y. 


Yf Uy Yi 
iW A" 
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Your choice 
mounting: Bench, 
Pedestal or Suspended 








FLEXIBLE SHAFT EQUIPMENT 
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| Larry ONeill had been AMERICAN SOCIETY FOR For Vice-President. the committee s 


orn ine a 


ite” named nanagers. respectively. of the METALS choice was J. B. Austin. Director of 
his Platers ‘eam and the Suppliers team. Research Laboratories. U. S. Steel 
ths which were scheduled to meet in mor- AX Company, Kearny, N. J. Austin is 
“a tal combat on the baseball field at now serving his second year as one 
) of his years annual picnic. QI of the Society's National Trustees. 

120, [he appointments were accepted The Chieugie: comsadtiee eho weeds 


iced with delight and the two field man- ee ee ee ae oo ‘20 chien af two National Tistees te 
S wvers proceeded to toss a few well- — : Ss \ ; ei ails ; ae 
Oo Name Five serve terms oO wo vears eacn. 
wsen threats and challenges at each a 


Nominated to fill two vacancies on 


0.: ther. ala Leo Durocher and Charlie Two nominating committees of the ; a 
f the Gis ; and Dodgers e ae a the Board of Trustees were: A. O. 
0: [ressen OF the Giants and Dodgers. {merican Society for Metals met dur- ee agg a ieee aye f 
‘ ak Schaefer. Vice-President in Charge 
nc.: Los Angeles Branch will hold no sng the week of May 19 for the selec- es a ee cae als 
; » educations! ecasions. dur Xi we ' Engineering and Manufacturing. the 
ora- usiness or educational sessions dur- tion of three top national officers and é ce 
= TI WVidvale Company, Nicetown. Pa.. and 
» of ng July and August. The next meeting — two trustees. Sp 7 
.< Ris H. B. Knowlton, Chief Engineer. Ma- 
- scheduled for September LO. - 7 aye ; 
0 The choice for the new Society terials Engineering. International Har- 
; AMERICAN SOCIETY FOR President. Vice-President and two — vester Company. Chicago. 
| u QUALITY CONTROL l'rustees was made by a constituted 
0 4 - 2 . . i ‘ . ‘? » « T . « » > 
Hing committee which. met in Chicago on eens se pscacaneen ng 
aT H ae ° Pare ee . ‘ “ “ig Le 4 sec > > 
erat Mid-West Conference May 20. Another committee. meeting 1S agen rice — 
Fe TPS _ ' 3 é as > | »! Ng 1 ‘ s ag at< 
. lhe 7th Mid-West Conference of during the same week in New York. as tne ational Secretary 
on ne American Society for Quality Con- made its choice for the Society's Na- \fter completing thirty-four years 
ol is being held in the Claypool Hotel tional Secretary. as the Society s National Secretary. 
si it Indianapolis, Indiana, on Thurs- Nonsinated: fae Piecsidens-dician: the W. H. Eisenman. founder-member. was 
an- a cg P ‘ 2 MBS zs ame > a6 2. ‘ . 1 e 
\p. ay and Friday. November 20-21, 1952-53 term was Ralph L. Wilson. ee m week by a wea 
Qr9 ‘ ales . : > ' . ~whate neat. 
reles ee Director of Metallurgy. Timken Steel we 9 “ rf m4 mmes ese 1 t 
corn a: APE egal -esidents AS succee . 
the Clinical sessions have been selected and Tubes Division. Timken Roller a : r of . : “se ucceed him 
ved that will be of special interest to Bearing Company, Canton. Ohio. Wil- “i or the eighteenth consecutive two- 
omi. people in allied fields as well as quality son is the present Society Vice-Presi-  >°*! term. 
‘om- ontrol_ personnel. dent. \ssuming his responsibilities as the 
gan: 
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PROCESS 










































| 18-8 
—_ stainless steel 
springs ; 
blackened Just heat 
to government ° 
the specifications to 300 'F 
ors , in addition and pour 
ne to all other 
a | ferrous metals Provides a lasting lining that withstands acids and caustics at 
re: } | ~ room temperatures. A standby of Platers for over 25 years. Effec- 
{ Operating costs tively protects wood or steel tanks. Easily applied in your own 
avy reduced shop—just turn tank on side and fasten board on edge as illus- 
oo trated. Then heat Belke Rubberite to 300° F. and pour over surface. 
™ | 40% Surfaces to be coated require no special preparation but should be 
= reasonably clean. 
ate When Rubberite cools, it has characteristics similar to soft rub- 
ion ber. Will not crack, scale, or run in the hottest weather. Write 
ga- for complete information. 
ve F. O. B. 
NEW HAVEN @ DETROIT 
TRADE MARK REGISTERED MANUFACTURING C0 
rma + Soluble . 
> : = oe PRODUCTS 947 North Cicero Ave. 
; Sian aioe I~ EZ Chicago 53, 11 
. Brazng | THE STANDARD SUPPLY COMPANY 
ded 
= ~ os 460A Grand Avenue, New Haven, Connecticut s EVERYTHING FOR PLATING PLANTS 
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ASM National Secretary in 


Eisenman has directed the 


1918, 
Society's 
services and managed its operations 
through a long and exacting era of 
America’s greatest technical and engi- 
neering development. 

Beginning his first term as the ad- 
head of ASM with a 
membership of only 200, concentrated 
in or near the Chicago industrial area, 


ministrative 


Eisenman has been chiefly responsible 
for the 
and importance in 


influence 
industrial 
United States and Can- 
ada. EKighty-two Chapters of the So- 
ciety have been established, 
total membership of 21,000 
tribute to 


Society's mounting 
every 


section of the 


with a 
a sound 
Kisenman’s foresight and 
good management of the engineering 


society of the metals industry. 


ASM Awards Program 


More scientists for 
industrial production is the goal of the 
American Society for Metals’ $5.000 


program for 


engineers and 


student-teacher awards 
1952. 

Launched this year 16.000 
schools. the A.S.M. awards program 
is timed to bring ultimately the coun- 
trys scientific and engineering person- 


in over 


nel into a reasonable balance with 
the critical needs now building up for 
the period some years hence. 

Administration of the program de- 
tails and the judging of entries is being 
handled by the National Science 
Teachers Washington, 
D. C. 

Since the closing date of May 30, 
1952, N.S.T.A. reports that hundreds 
of entries are being processed for 
final judging and the presentation of 
cash and certificate awards in Sep- 


Association. 


tember 1952. 

A total of eighty cash and certificate 
awards will go to four classifications 
of students, teachers and schools. 
To students of grades 7 to 10: 

age first place awards . . . $100 
in U. S. Defense Bonds. 

Eight — place awards 
$50 in U. S. Defense Bonds. 

Ten Honcsable Mention awards 

. $25 in U. S. Defense Bonds. 
To students of grades 11 and 12: 

Four first place awards . . . $200 
each, 

Four second place awards 
$100 each. 

Ten Honorable 

. $50 each. 


Mention awards 





* Pat. 





For Use with Plating Generators 


PERIODIC 
REVERSE 
EQUIPMENT 


* 1000-6000 amp. capacity 


No. 2508727 


(Dealer Inquiries Invited) 


HANSON-RICHARDS, 
85-77 Chevy Chase St., Jamaica, N. Y. (OL 8-1661) 


cunt 
prays ies 


Inc. 











i FREE! : 
BARREL FINISHING 


To Junior and Senior High ° each. 
ers: 


20 cash awards . . . $50 ea 


Awards to schools: 


To Science departments of s:hools 
whose students have won firs! and 
second place awards . . . Eighi first 
place awards of $100 each— welye 
second place awards of $50 each, 


W. H. Eisenman, National Secretary 
of A.S.M., pointed out that the pro. 
gram is not based on the so-called 
“Essay” contest, but rather upon the 
student’s accomplishments or experi. 
mentation in the field of the sciences. 


The awards to science teachers are 
designed to stimulate greater interest 
in science teaching, and as a result 
of this 
supervision of 


increased interest. a closer 
activity and 


greater attention to the ultimate use. 


student 
fulness of classroom and _laborator 
work. 


“In this nation-wide student-teacher 
awards program, we are primarily in- 
terested in supporting an all-out effort 
to maintain this country’s leadership 
engineering and _ tech- 
Eisenman said. 


PAGES OF 
FACTS FIGURES 
PHOTOS ON 


in science, 
nology, 


These 3 amazing booklets give you the 
inside story of advanced barrel finish- 
ing. Complete facts on sensational 
new developments in barrel finishing 
techniques - equipment - compounds. 
Write Dept. B7 for FREE Booklets 


upersheen 


AMERICA’S LARGEST MFGR. OF ADVANCED BARREL 
FINISHING EQUIPMENT, MATERIALS & COMPOUNDS 


ALBERT LEA, MINNESOTA 














GUARANTEED BUFF CO. 


20 VANDAM STREET 
NEW YORK 13, N. Y. 


SERVING THE FINISHING INDUSTRY FOR 
MORE THAN 50 YEARS 


Complete Line of Guaranteed, Quality 


BUFFS & POLISHING WHEELS 


INCLUDING PATENTED, VENTILATED & BIASED 
STRAIGHT & 45° “SPOKE-BUFFS” 
SOME SALES TERRITORIES AVAILABLE 


INC. 


WITH A 
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“Wiile this Society’s principle in- 
terest is metals, the metals industry 
| prov ection and fabrication) is the 
jarges' employer of engineering talent 
a directly concerned with the 
development of greater interest in en- 
gineering in order to properly sup- 
port {he industry’s efforts.” 


“By cooperating with the National 
Science Teachers Association in this 
nation-wide student-teacher awards 


program, the country’s youth can be 
reached with the facts and the im- 
portance of science and engineering 
as careers. Genuine interest and a de- 
cision to study science can thus be 
established at an early and effective 


age. 

NATIONAL ASSOCIATION 
OF METAL FINISHERS, INC. 
Headquarters Moves to 
Washington 
The headquarters of the National 
{ssociation of Metal Finishers, Inc., 


moved to Washington, D. C. on May 
|, 1952. The new offices are located 
at 2117 LeRoy Place, N.W., Wash- 
ington 8, D. C. The telephone number 


is NOrth 2108. and the 
may be reached 24 hours a day, 


Association 
seven 
days a week. 

During the past seven years of op- 


eration, the NAMF had its principal 


offices at Detroit. Present conditions 
of the industry have required this im- 
portant move in order that problems 
may be speedily presented to the de- 
partments of government and authori- 
tive decisions be gained with greater 
speed and accuracy from these gov- 
ernment departments. 


One of the important activities of 
the Association since the Production 
Act of 1950 became law, 
plete interpretation of all regulations 
that affect the metal plating industry. 

Another 
curing a 
locate plating capacity for reference to 


was the com- 


important activity is se- 


survey of the industry to 


prime contractors securing defense 


contracts. 
Washington, the 
\ssociation has been active in help- 


Since moving to 
ing to prepare matters which are re- 
ferred to the Senate and House Small 
Business Committees to assure the in- 
dustry of its fair share of defense 
work. Through the successful work of 
the Association in having the indus- 
try recognized and having an Advis- 
cry Committee appointed, all depart- 
ments of government are now chan- 
nelling matters pertaining to plating 
to the 


Committee, 


Chairman of the Advisory 


as well as the Association 


representing the industry. 





SOMMERS BROS. 


MFG. CO. 
MFRS. OF “BEACON” 


Plating and Polishing Supplies and Equipment 
—Complete Semi and Full Automatic Installa- 
tions—Gold, Silver and Chrome Rouge, Stain- 
less Steel and Satin Finish Compounds—Buffs, 
Polishing and Felt Wheels. 


3439 NO. BROADWAY 
ST. LOUIS 7, MO. 
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TU RKisi EMERY 


This old time famous brand of emery is now 
in stock. Many have been waiting for it. 
Also available are POLISHING ABRASIVE 
—best for finest finishing and AMERICAN 
EMERY—most economical. 


HAMILTON 


EMERY & CORUNDUM COMPANY 
Chester Mass. 














NACE Headquarters Moves 
Effective June 1. the central office 
of the National Association of Corro- 
sion Engineers has been moved to 
larger quarters at 1061 M. & M. Bldg.. 
No. 1 Main St.. Houston 2, Tex. The 
move was made due to the need for 
additional office space to accommodate 
the growing work of the Association. 


GOD HELPS THEM 


who help themselves. You can help 
yourself a great deal when it comes 
to plating matters by enrolling in 
ELECTROPLATING KNOW HOW. 
the unique home study course that 
helps you reduce waste and increase 
profits. Enroll and help yourself to 
this profit builder. today! Joseph 
B. Kushner Electroplating 
School, Stroudsburg 6M, Pa. 














Zialite 


For Haro CHROMIUM 
Fialite 


ADDITION AGENTS 


Harder deposits. 

Increased throwing power. 

Less sensitivity to sulfate content. 
Exceptionally fine results plating any- 
thing calling for Decorative or HARD 
CHROME. 


For NickEL PLATING 


The one bath especially designed for 
plating DIRECTLY on ZINC, LEAD, and 
ALUMINUM; Brass, Copper, and IRON. 


ZIALITE CORPORATION 


92 Grove Street Worcester 5, Mass. 











complete 


electroplating 
coverage 
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Write for Information 


UNIT PROCESS ASSEMBLIES, 


75 East 4th St. 





Of the Finest 
Quality for 


PLATING 


In the Modern Way 


nies 





Inc. 
New York 3, N. Y. 
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ADVERTISING RATES 
Per column inch per insertion 
1 time - . . $8.50 
3 times - - . 8.00 
6 times - - . 7.50 
Yearly (12 times) 7.00 


READY-REFERENCE SECTION 


—USED EQUIPMENT AND SUPPLIES— ate 


ELECTROPLATING 
POLISHING 

RUST PROOFING 
ata i linie 

ANODIC TREATMENT © 


; 
* 
x 








IMMEDIATE SHIPMENT, 
ATTRACTIVE VALUES 


THE FOLLOWING EXCELLENT REBUILT AND 
GUARANTEED ELECTROPLATING MOTOR 
GENERATOR SETS AND RECTIFIERS, WITH 
FULL CONTROL EQUIPMENT: 
PLATERS— 
1—7500/3750 Amp., 6/12 V., “Optimus”. 


1—6000/3000 Amp., 6/12 V., Chandey- 


sson. 
1—6000/3000 Amp., 6/12 V., Bogue. 


2—5000/2500 Amp., 9/18 V., Electric 
Products, 25°C. 


1—5000/2500 Amp., 9/18 V., Chandey- 
sson, 25°C. 


1—5000/2500 Amp., 6/12 V., Eager. 

i—3000/1500 Amp., 6/12 V., H-VW-M Co. 
1—2500/1250 Amp., 6/12 V., H-VW-M Co. 
1—2000/1000 Amp., 6/12 V., “Optimus”. 
1—1500/750 Amp., 6/12 V., H-VW-M Co. 
1—1500/750 Amp., 6/12 V., Chandeysson. 
1—1000/500 Amp., 6/12 V., Chandeysson. 


— ANODIZERS — 
2—1000 Amp., 30 V., Ideal, 
1—1000 Amp., 40 V.., Chandeyston 25° <. 
1—-500 Amp., 40 V., M.G.C., in-head. 
1—400 Amp., 40 V., M.G.C., I Exc.-in-head. 
1—500 Amp., 25 V., Chandeysson, 25°C. 


— RECTIFIERS — 
1—2000 Amp., 6 V., G. E. Copper Oxide 
1—Green Selectroplater, 1800 Amp., 12 V. 
2-——Udylite, 1440/720 Amp., 6/12 V. 


— BUFFING LATHES — 

3 HP, 5 HP, 72 HP and 10 HP, Divine. 
Hammond, M.G.C., Gardner and other 
popular makes. Also Rome Twin 5 HP 
and Twin 7/2 HP. 


— SPECIAL — 
—No. 101 Production Pipe Polishing 
Machine, Taper or Straight Feed. 


2—Crown 18 x 18 & 12 x 12 Centrifugal 
Dryers, Steam Heat. 


4—24” & 30" Robbins & Myers 2 speed 
Ventilating Fans. 


2—FDR Industrial Filters. 


2—Divine & Porter Cable Back Stand 
Idlers. 


1—Crown 5-Compartment Horizontal 
Tumbling Barrel. 


2—+1 & #2 Ronci Lacquering Machines. 
Above is partial list only. Write to us for 


all your requirements for Plating, Anodiz- 
ing and Metal Finishing. 


PHONE, WRITE, WIRE 


M. E. BAKER COMPANY 


25 WHEELER STREET, CAMBRIDGE 38, MASS. 
Phone: Kirkland 7-5460 


FOR SALE 


Slightly Used 
BUFFS 


® 
Loose and Sewed 
we 


Any Quantity 


MICHIGAN BUFF CO.., INC. 
3503 GAYLORD AVE. 
DETROIT (12) MICHIGAN 











WE BUY SURPLUS 


Plating & Polishing 
Equipment 
SEND ALL DETAILS 


Box 352, care Metal Finishing, 11 West 42nd 
Street, New York 36, N. Y. 








MAKE OWN BRITE ZINC DIP 
You can save at least 200% with our tested 
and proven formula. Produces beautiful 
chrome-like tarnish resistant finish. Guaran- 
teed to equal the best preparations available. 
Most chemicals required now in your shop. 
Formula and mixing instructions $25.00. Ad- 
dress: May 5, care Metal Finishing, 381 
Broadway, Westwood, N. J. 








PLATERS’ REMEDIES 
1-HEAL-U OINTMENT for cyanide sore healing 
ORE OINTMENT for chromium sore healing 
NICKEL-!ITCH OINTMENT for platers’ itch. 
Prices for any of above each $1.00 
Don't wait until you are suffering - 
order your supply now 


WAMBAUGH CHEMICAL CO. 
E. Jackson St. Goshen, Indiana 














FOR SALE 


Available for Immediate Delivery 
e 
REBUILT AND GUARANTEED 
EQUIPMENT FOR 
@ POLISHING e ELECTROPLATING 
e@ SPRAYING e@ METAL FINISHING 
e 


Motor Generator Sets, Rectifiers, Wood, 
Steel, Lead Lined and Rubber Lined 
Tanks, Steam Boilers, Rheostats, Polish- 
ing, Buffing and Grinding Machines and 
a ko i needed for a modern metal 
finishing department. 


H & §$ 


EQUIPMENT & SALES CO. 
278 So. 9th St. at B’way—Brooklyn 11, N. Y. 
EVergreen 7-3317 








"ey 


FOR SALE 


PLATING MOTOR GENERATOR SETs 
(REBUILT) WITH COMPLETE PANEL 
EQUIPMENT — MOTORS — 3 PHASE, 
60 CYCLE, 220/440 VOLT. 


1—HANSON VAN WINKLE MUNNING 
5000/2500 amperes, 6/12 volt, interpole, 
separately excited, 450 RPM, synchronous 
motor. Ser. #7886. 


1—-EAGER ELECTRIC 5000/2500 amperes, 
6/12 volts, 514 RPM, separately excited, 
Ser. #1844 


1—HANSON VAN WINKLE MUNNING 
2000 ampere, 18 volts, 850 RPM. Separ 
ately excited Synchronous, Ser. #7719 


1—CHANDEYSSON ELECTRIC 1500/750 
ampere, 9/18 volt, interpole design, 900 
RPM, synchronous motor with exciter in 
head. Ser. #31203. 


1—COLUMBIA ELECTRIC 1500/750 amp 
ere, 6/12 volt, interpole design, 1200 
RPM, exciter in head. Ser. #4545247 


2—BOGUE ELECTRIC 1000/500 ampere, 
6/12 volt, interpole design, 1165 RPM, 
exciter in head. Ser. #’s 2014 & 7015. 


-ELECTRIC PRODUCTS 500 ampere, 9 
volts, 900 RPM, separately excited 


FOLLOWING SETS SYNCHRONOUS 
3 phase, 25 cycle, 220/440 volts 
COMPLETE. 


1—ELECTRIC PRODUCTS 1500/750 amp 
ere, 6/12 volts, 375 RPM, Exciter in 
head, 25 Deg. C. Ser. 4291195. 


1—CHANDEYSSON ELECTRIC 3000, 1500 
ampere, 6/12 volts, 375 RPM Exciter ir 
head. 40 Deg. C, Ser. #26174. 


POLIS s t<W AND USED 
- CONSTANT AND VARIABLE SPEED, 
SINGLE AND DOUBLE MOTOR DRIVES 
3 PHASE, 60 CYCLE, 220/440 volts, 1 

to 20 H.P. — IN STOCK. 


REBUILT RECTIFIERS GREEN 
UDYLITE — GENERAL ELECTRIC 
SELENIUM 50 to 6060 ampere sizes 
6/12 volt, with regulators, 3 phase, 60 cycle, 
220/440 volt. 


1—BELKE 14” x 30” motor drive double 
cylinder mechanical plating barrel for 
cyanide solutions. 


MERCIL — CROWN — BAIRD — LA- 
SALCO size #1 and #2 ball burnish 
ers. 
BAIRD GLOBE — oblique tumblers 
NEW SELENIUM RECTIFIERS, complete 
with instruments, starter and built-in voltage 
regulators 

6—1500 ampere, 0-12 volts. 

5—1500 ampere, 5-12 volts. 

4-—2000 ampere, 0-6 volts. 


ALSO AVAILABLE — OTHER NEW AND 
USED POLISHING LATHE, BARRELS 
RHEOSTATS, RECTIFIERS, FILTERS 
BLOWERS AND GENERATOR SETS 

WE CARRY A COMPLETE LINE OF NEW 
AND USED PLATING AND POLISHING | 
EQUIPMENT AND SUPPLIES. 


CLINTON SUPPLY 
COMPANY 


112 South Clinton Street 
Chicago 6, Illinois 
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